


CCTI Standard Testing Procedure

Measuring Loose Metal Ends and Seaming Chucks
COMPOSITE CANS

OBJECTIVE

To provide definitions of dimensions and meth-
ods for measuring or verifying these dimensions on
loose metal ends and seaming chucks.

MATERIAL AND EQUIPMENT

The following items of material and squiy t
are required for measuring or verifying the varicus
dimensions in accordance with the proceduret be-
low:

{1) WVernier or dial caliper accurate Lo 0.001 in.
(0,025 wm).

(2) OQutside micrometer accurate to 0.001 in,
{0.025 mm)}.

{3) Depth micrometer or depth dial micro-
meter accurnie to 0.001 in. (0.025 mm) and mod-
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Fig. 1. Dapth micrametsr mosifind with tasered depth probe

labwwal. ool doprth disd Misrametir modified with wpared depth
arie snd exteraiod shawigler (betow),

ified with depth probe tapered and having terminal
radius of from 1/128 to 1/64 in. (0.2 to 0.4 mm).!
Depth dial micrometer further modified with ex-
tended shoulder (Fig 1)

{4} Go and no go pin gage of proper dimensions
accurate to commercial tolerances, normally :
0.0001 in. {0.0025 mm).

(5) Measuring instrument, such as a rule grod-
uated in 1/64 ip, (or 0.5 mm) increments, or 2 in.
(50.8 mm) U-shaped height gage.

(6) Radius gage.?

(7} Vemier pmlﬂctol.s

(8) Go and no go chuck fit gage of proper di-
mensions (Fig. 2) accurate to = 0.00U2 in. (V.005
mm). It is recommended the go and no go seg-
ments of the gage be made of corrosion resistant,
hardened steel (54-80 Rockwell C), and have a
surface finish of approximately & micro-inches.
The general overall construction should be as light
as practical.

PIE-SHAPED CUT-OUY I GAGH

FOR ERAMINING DEGREE
OF END INSERTION

He

(3) Two hardened steel measunng pins 0.1252 =
0.0001 in. (3.180 : 0.0025 mm) n diametet and
approximately 2 in. {or 50 mm ) iong.

MARK: NO GO MARK: GO

Fia- 2. Go anst 00 g0 chuch Tiv pess.

! As Contact Point No. 8, available from The L. 5. Starrett
Co., Athol, Mam. 0133}, or equivalent.

2 Az Starrett Fillet or Radius Gage No. 279 or eguivalent,

# As Starrett Universal Bevel Protractor No. 359 or equive-
lent.

© 1980 by Compasite Can ond Tube Inatitute, 1800 M St., N. W., Washington [} C. 20036
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PROCEDURE

Ends:

(1) Outside curl diameter (Dimension A in
Fig. 3) is measured with vernier or dial caliper or
outside micrometer. Three measurements, at 120
deg intervals are taken.
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Fi 3. Typa of can ond profile.

(2) Countersink diameter at reference height
{Dimension B in Fig. 3) is verified with a go and no
go chuck fit gage of proper dimensions.

NOTE: At the present time there exists no acceptable

guge for acourntsly verifying the go and no go chuck fit of
deep drawn ends.

It should be noted that chuck fit gage limits are
based on seaming chuck profiles and diameters.

When checking an end, it should be tested an
both the “no go" and the “go™ sides of the gage.

When checking an end with the “no go'* side of
the gage, insert the side of the gage that is 1580 deg
from the pieshaped cut-cut fully into the end.
While retaining this sidc of the gage in the end,
apply weight of gage to seat the entire lip of the
gage as fully as possible in the end. This can be per-
formed by holding the end in the left hand, and
the gage in the right hand with the pie-shaped cut-
out facing upward. Examine the degree of insertion
into the end by checking the fit at the pie-shaped
cut-out. The gage should not be fully seated (Pig.
4).

Fig. 4. No po mpmant of 90 snl 0 9o chuck Tit gage pertially
yend 1s e end.

When checking an end on the “go” side of the
gage, follow the same procedure as outlined above,
The gage should seat all the way without hand

pressure {Fig. 5% After scating the gage. hold the
Fage in a vertical position with the gage sbove the
end. ‘The gage should not support the weight of the
end.

Fig. 5. Go sapment ol ga snd no oo chuck fis gape fully seeted i
e e,

Acceptable ends must meet the following three
gage conditions:

(a) The “no go™ side nf the gage will not fully
enter the end.

(b} The “go" side nf the gage will fully enter
the end. i

(cy The “go™ side of the gage will not pick up
the end.

{3} Countersink radius (Dimension  in Fig. 6)
is a fabricating tool dimension. If desired, this di-
mension may he measured with a radius gage or
contaur projector.
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Fig. 8. Dotail of can and curl.

{4} Countersink depth {Dimension D in Fig.
6) is measured at maximum depth near countersink
radius with depth micrometer or depth dial micre.
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tmeter. It is recommended that countersink depth
measutelnents be taken on an end stacked on two
of more identical ends to mu ize wall distorti

due to weight of gage. Three measurements at 120
deg intervals are taken. This dimension is not
applicable to certain types of deep drawn ends.

{5) Curd height (Dimension E in Fig. 6) is mea-
sured with vermer or dial caliper or gutside micro-
meter. Three measurements at 120 deg intervals are
taken.

(6} Curl opening (Dimension F in Fig. 6) is
verified with a go and no go pin gage around the
entire curl opening.

(7) Center panel diameter (Dimension G in Fig.
2) is measured with vernier or dial caliper.

(8) Center panel depth {Dimension H in Fig. 6)
it mescured with 2 depth micrometer spproximate.
ly 1/8 in. (3 mm) from the edge of the center
panel. Thres measurements at 120 deg intervais are
taken.

{9) Overall height equals maximum draw depth
plus metal thickness (Dimension J in Fig. 6) and is
measured with vernier or dial caliper. Three mea-
surements at 120 deg intervals are taken.

{10} Number of ends per 2 in. (50.8 mm) stack
is determined by counting the maximum number
of ends which when nested will fit into the 2 in.
(50,8 mm) dimension indicated in Fig. 7. This 2 in.
(60.8 mm) dimension may be measured with any
suitable measuting instrument, such as a rule, grad-
ustod in 1/18 in. (or 1 mm) increments or finer, or
with a 2 in, (50.8 mm) U.shaped height gage. Three
measurements at 120 deg intetvals are taken.

g Snan
|0——-2 in. {(50.8 mm)‘-l

Fig. 7. Di i to b el

snda pur 2 in. {500 mank ook

{11) Shuffle is the maximum lateral movement
from the vertical of a 2 in, (50.8 mm) stack of
ends. Thi maxunum lateral movement may be
measured with & rule graduated in 1/64 in. {or 0.5
mm) increments,

e ot A

Seaming Chucks:
{1} Lip height {Dimension M in Fig. 8) 1= mea-

sured with vernier or dial caliper or cutside micro-
meter.

MEASURING
PIN

Pl o

Fig 8. Dol of seamong chusk and messuring po.

{2) Lip radius (Dimension N in Fig. 8) is mea-
sured with radius guge.

{3) Wall angle (Dimension a in Fig. 81 is mea-
sured with angle gage.

(4) Reference height (Dimension P in Fig. 8) is
the vertical distance from the bottom of the chuck
lip to the point of tangency between the lip radius
and the chuck wall. [t is calculated by multiplying
the lip radius by the sine of the wall angle and sub-
teacting this result from the lip radius of the seam-
ing chuck.

PaN-Noan a

(5) Diameter at reference height (Dimension @
in Fig, B) is the diameter of the seaming chuck at
the point of tangency between lip radius and chuck
wall. It is calculated from the measurement over
pins {Dimension R in Fig. 8). To calculate diameter
at reference height in inches, the following formula
applies:

@-R-2 [0.1252+m a(g‘lgﬁ)"]

Measurement over pins is measured by placing
one 0,1252 in. (3.180 mm) diameter pin on each
side of seaming chuck ana measuring overall dis-
tance over the pins using a vernier or dial caliper
or outside micrometer.
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REPORT OF RESULTS

The following shall be reportad:

{1} Jdentification of specimens.

(2) Individual measurements:

(a) to the nearest 0,001 in, (0.025 mm) for
end procedures {1), (4), (5), (7) and {9), and seam-
ing chuck procedures (1) and {5);

{b) to the nearest 1/64 in, (or 0.5 mm) for end

Mg & g i

procedure (11);

{c) as whole numbers for end procedure (10),
and

(d) a8 degrees for end procedure (3} and seam-
ing chuck procedures (2} and (3).

(3} End procedures (2) and (6) are verifications
mather than measurements.

(4} Seaming chuck procedurs {4} ik a calcula-
tion mather than a measurement.
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L £1
August i%84
Supersedes Seprember 1977

Measuring End Seams
COMPOSITE CANS

OBJECTIVE

To provide methods for measuring various com.
posite can end seam dimensions. Procedures are
applicabie to ali types of composite can end seams.

MATERIAL AND EQUIPMENT

(1} Can seam micrometer (Fig. 1), !

Fig 1. Can seam micrameer,

(2) Depth micrometer or depth dial micrometer
accurate to 0.001 in. (0.02 mm} and modified with
depth probe tapered and having terminal radius of

Fg L. Mﬁ_-au-mm-mm
(sbovel, snd dapth sipt ilidad moiely domeh

Brob snd wxteonded shoulser (haisw).

VAs Can Scam Micromcter No. 208D, English, or No.
200MD, metric, available from The L. §. Starvelt Co.,
Athol, Mass. 01331, instrument cauipped with raichs
which is not standard lrom Siarrett byt must be speeilieal-

from 1128 to 1/64 in. (0.2 to 0.4 mm).2 Depth
dial micrometer further modified with extended
shoulder (Fig, 27,

(3) Outside micrometer, or vermier or dial cali-
per.

PROCEDURE

When measuring the following dimensions, three
readings are taken each at 120 deg intervals.

(1) First operation seam thickness {Dimension
A in Fig. ) it made by operstion of the first oper-
ation rolil only. Measurement of this dimension is
made with the can seam micrometer fully seated
and with anvil parallel to countersink wall ( Fig. 4).

A A

o

Single Sagen Dosbile Smam

Fig. 3 Detai), frm Oporstion seam thick mesk

—51,51‘_

Fip. & Mlespwring with e seam miwameter fully sested and
with savil garaliel 1o sountersink wall.

ly ordered, is preferred. Cafibration of this instrument is
best accomplished wilh page rods of approxymately 1/10
in. {2.5 mm) diameter

¥ As Starrett Cuntaet Point No. B or cquivalent.
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(2) Second operation seam thickness ({Dimen-
nonAinFi‘.S)hmmun-dwil.hﬂuﬂnm
micrometer fully seated and with anvil parallel to
countersink wall (Fig. 4).

Falsa Seam
Sinj:' Sanm Double Sesm

Fig. 5. Dewmil, mcond operation saam 1hicknew.

{3) Seam length (Dimension B in Fig. 6) is
measured with the can seam micrometer from the
top of the seam to the point where the tucked in
edge of the lid meets the body wall. This dimen-
sion also is referred to as seam width or seam
beight.

(4) Seamed countersink depth (Dimension C in
Fig. 8} is measured with the depth micrometer or
the depth dial micrometer from the top of the

sam to the bottom of the countersink radius.
This dimension 1 not applicable to certain types of
deep drawn ends.

(5) Overstheseam diameter (Dimension D in
Fig. 6} is measured with the outside micrometer,
ar vernier or dial caliper across the autside diame.
ter of the seam at its widest point.

h—— D

Ny
c
¥

LV
—5

REPORT OF RESULTS

The foilowing shall be reported:

(1) Identification of specimens.

(2) Individual measurements to the nearest
0.001 in. (0.02 mm) for each specimen,

© 1977 by Composite Cen and Tube Institure, i T42 N St.. MW, Wevhingron. D.C. 20036



VOLUNTARY CMI DOUBLE SEAM MEASUREMENT
STANDARDS FOR TWO AND THREE PIECE CANS

These recommendationa cover only round steel processad fond enntainers and apply
equally to both can manufacturers' and packers’ double seams.

These recommendations cover only those dimensions of a finished double seam which
ralate directly ta seal integrity A hermatic seal, however eannot be judged solely on
measurement characteristies; inspection for visual abnormalities is equally important.

The following lists the definitions of terms used to qualify these recommendations:
Set Up Aim This is the ideal dimension when setting up or adjusting.

Operating Limit (Sometimes called adjustment lirit).
Normal commercial equipment in reasonable repair and
adjustment, combined with cans and ends manufactured to
normal industry standards, will have most measurements
within the operating limits. When outside the operating
limits, an adjustment is required.

Hold and When measurements are observed to be outside these

Investigate limits, the product should be evaluated carefully by =
qualified authority to determine if the hermetic quality is
adversely affected.

Al 1992



VOLUNTARY CMI DOUBLE SEAM MEASUREMENT
STANDARDS FOR TWO AND THREE-PIECE
SANITARY CANS
English Dimensiona

Item Nominal | Set Up Operating | Hold for Investigation***
Diameter | Aim Limijt Steel Enda Alum. Ends
Body Hook | 202-211 .075+.002 | .075+.008 n/a na
Length* 300-303 | .077+.002 | .077+.008 wa na
(Figare 1) | 307-401 .0801.002 | .080+.008 n/n n/a
404-603 .082+.002 | .082+.010 na n/a
Cover Hook | 202-211 - 085 Min. n/a n/a
Length** | 300.401 | - .070 Min. n/a wa
{Figure 1) | 404-603 - 075 Min. n/a n/a
Optical 202-211 - 035 Min 030 Min. .030 Min.
COverlap 300-307 - .040 Min. .035 Min. +
(Figure 1) 401-404 - .045 Min. 035 Min. {035 Min.
502-603 - 050 Min. .035 Min. +
Tightness 202-401 80%-100% | 70%-100% 60% or less T0% or less
++ 404 90%-100% | 80%-100% 60% or less 70% or less
(Figure 2) ] 502 90%-100% | 80%-100% T0% or less +
603 90%-100% | 90%-100% T0% or less +

“Based on the highest and lowest reading obtained on a can sample.

~~Based oo the lowest readibg obtainad on & can ph

***Adopted by the NFPA/CM] Container Integrity Task Force and submitted to FDA. It was the opinion of the
NFPA/CMI Container Integrity Task Force that overlap and tightness are the critical parameters which affect the
integrity of the doubie seam of metal fivod mutainers,

+HFI Limits were not developed for these aluminum end diameters.

++Exossaive tightness must be avoided.




VOLUNTARY CMI DOUBLE SEAM MEASUREMENT

STANDARDS FOR TWO AND THREE-PIECE

SANITARY CANS
Mpotric Dimensions

Nominal Operating | Hold for Investigation***
Item Diameter | Set Up Aim | Limit Steel Ends Alum. Ends
Body 52-85 1.90+0.05 |1.90+0.20 | n/a na
Hock 73-78 1.96+0.05 1.86+0.20 | n/a n/e
Length* 83-99 2.03+.05 2.03+0.20 | n/a n/a
(Figure 1) 105-153 2.08+0.05 2.08+025 | n/a n/a
Cover 52-65 - 1.65 Min. | n/a o n/a
Hook 73-98 - 178 Min. | n/a nja
Length** 105-153 - 1.90 Min. | n/a n/a
(Figure 1)
QOptical 52-65 - .89 Min .76 Min. .76 Min.
Overlap 73-83 - 1.02 Min. | .89 Min. +
(Figure 1) 99-108 - 1.14 Min. | .89 Min. .89 Min.

127-153 - 1.27 Min. { .89 Min. +
Tightness++ 52.89 80-100% 70-100% 60% or less 70% or less
(Figure 2) 105 90-100% 80-100% 60% or less 70% or less

127 90-100% 80-100% 70% or less +

153 90-100% A-100% TO% or less +

“Based on the highest and lowest readings obtained on s can sample.
**Based on the lowest rending ohtained on a can sample.
***Adopted by the NFPA/CMI Contianer Integrity Task Force and submitted to FDA. It was the opinion of the
NFFPA/CMI Coptimper Integricy Task Force thar overiap and tighthess are the critical parameters which affect the
integrity of the double seam of metal food containers.
+HF] Limits were not developed for these aluminum end dinmeters.

++Excnmsive tightomm must be avoided.

Ad



INTRODUCTION

Caa Dimensions

Two and Thres Plecs Banitary Cans

TWO-PIECE CANS

CMI member can manufacturers were surveysd for two-piece food cans commenly in commercial
production for inclusion in the CMT Voluntary Can Standards Manual. The CMI Can Standards
C i has developed the following criteria for listing values for can height and body-end fit

diamater.

a. Finished Factory Can Height — actual finished factory can height = nominal can height

b. Body Flange Width and Flange Die Radius

Diameter Flange Width Flanging Radius
208-211 006 040-.0%70
300-307 099" .040-.080
401-502 .103 .040-.070
“301-see page C4
w Can Budy End Fit Diameter - the can body end fit diametar is established by the tormuls:

Can Body End Fit Diameter = ECD + 2P + C

ECD = Average End Countarsink Diameter at Reference Height — as specified in
ancther section of this manual.

P = End Plate Thicknsas

C = End-to-Can Clearance Factor = 008

Typical P for each nominal diameter is:

Nominal Diamater

202
207.5
208
211
300
301
303
307
401
404
502

Plats Thickness

0071
0083
0083
0083
0083
0083
083
094
0084
0084
0098

C1
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THREE-PIECE CANS

The following rules have been astablished for determining can dimensions of three-piece can sizes not
shown on the CMI list.

Nominal Size

To promote induatry interchangeability, it is recommended that only the nominal diameters
listed (202, 207.5, 208, 211, 300, 303, 307, 401, 404, 502, 603) be adopted when designing new
cAn sizes.

Finished Factory Can Height

Actusl Finished Factory Can Height = Nominal Can Height.

The actusl dimensions appear under item A on pages C5, C6, and C7. In some instances,
these dimensions were sstablished by commitise compromise and agreement. Consequently,
some dimensions shown may net fit the abovs rule.

Body Flange Width

Diameter Flange Width
202 093

207.5 thru 363 086

ao7 100

401 102

404-502 105

603 118

Body flange width is based on mechanical measurements using gauges on pages D-8 and
D-9. Other gauges may yvield slightly different results (up to s 10% difference).

Body Plug Diameter (to nearest .001 inch)

Nominal Diametar Plug Dismeter
202 2.059

207.5 2.355

208 2.385

211 2.571

300 2.870

303 3.050

307 3.281

401 3.885

404 4.139

502 4977

603 6.038

Flange Die Radius

Diamater Flange Dis Radius
202 078 - .080
207.5 thru 603 078 - 090

C2 1992



INTRODUCTICN

The Metric Conversion Act of 1975 was enacted "to declare a national
policy of coordinating the increasing use of the metric system in the
United States, and to establish a U.S. Metric Board to coordinate the
voluntary conversion to the metric system."

As written, the Act provided the private sector with maximum freedom
for preparation and implernentation of conversion from the English
system of measurement to the metric system. In this regard, the CMI
Metric Working Group developed the Practice Guide to provide metric
technology for the can manufacturing industry.

The following pages include metric definitions, conversion tables,
standards and general information peculiar to the can manufacturing
industry. Most of the information parallels accepted international
practice. At the time of enactment, there was a strong movement
toward metrication. However, the United States can manufacturers as
well as most other industries have continued to operate in the English
system.

E 1992



CAN MANUFACTURING INDUSTRY
METRIC PRACTICE GUIDE
CAN INDUSTRY METRIC UNITS

CAN SIZE
Use the nominal body plug diameter in mm and nominal factory finished can height
(as shipped by the can manufacturer)’ in mm.

For example: 800 x 407 becomes 73 x 1138

From the CMI Recommended Voluntary Industry Can Standards Manual, a 300
diameter can has a plug diameter of 2.870 in. Converting this dimension to the
nearest mm in tenths, it equals 72.9 mm. Rounding off to the nearest mm, the
diameter is 73.

Similarly, the finished factory can height for 407 is 4.438 inches which equals 112.7

oun or 113.

The conversion sizes for the common diameters are:

202 - 52 307 = 83
207.6 = 60 401 = 99
208 = 61 404 = 105
211 =65 502 = 127
300 - 78 €08 = 163
303 =78

These metric diameters are the same as used in Europe and are documented in ISO
standard 1361.

TINPLATE
For Industry Metric Standard sce ASTM Standard AS23M-87.

Area- Use SITA (100 square meters) to express tinplate area rather than base boxes.
One base box = 0.20232 SITA
One SITA = 41.9426 base boxes

Thicknesa- Use thickness in millimeters in place of inches. See Appendix I for
nominal industry standards.
For oxample: 0.25 mm = .0098 in.

For sanitary (open top} cana, this will be the height with one end seamed oo and the other end flangsd.
For friction closing (paint-type cans), noztle or screw cap closing (solvent-type cans) or asroscl cana, all of
which are sold with both ends seamad on, use the height over both double seama.

El 1992



Tin Costing Weight- Use grams per square meter instead of pounds per buse hom.
See Appendix II for nominal tin coating standards.
For example: 11b/bb = 22,4213 g/m*

The nominal coating on each side of the sheet is given separately as the actual weight
of tin on that side.

For example: 0.25 b = 2.8/2.8
{0.25 tinplate has 22 4213/4 = 5.60 g/m?® total
tin on both sides which equals 2.8 g/m® on each side)

Package-  Use 100 sheets in place of the 112 sheets formerly used
Ternper- Classification is unchanged.

ENAMEL COATING WEIGHTS

Use grams per square meter to specify the coating weight. (Many Eurcpeans are
using a 50 cm® base reference area in making this determination.) When converting
from the inch/pound system to the metric system. use the following conversions:

1 milligram/4 sq. in. = 0.3875368 gfm?
1 milligram/1 sq. in. = 1.55 g/m®

NOTE: Gauges can be purchased with faces that reed in grams per square
meter.
ENDS PER TW

Use number of ends per 50.8 miilimetars instead of ends per two inches.
For example: 25 ends/2 in. = 25 ende/50.8 mm

For the following dimensions, use millimeters (mm):
End or can linear measurements
Double seam dimensions-
Cover hook
Body hook
‘Width
Thickness
Countersink
Overlap
If the dimension is currently specified to 3 place accuracy, use 2 place accuracy in
metric (e.g., 4.065 in. = 103.25 mm). [f 4 place accuracy is currently specified, use 3
places for metric.
E2 1981



APPENDIX I

TINPLATE THICKNESS
Thickness*-mm Thickness-Inches
14 .0055
15 .0059
.18 0063
A7 00867
.18 0071
.19 0075
.20 .0079
21 .0083
22 0087
.23 10091
.24 .D094
.25 .0098
26 .0102
.27 .0108
.28 .0110
.28 .0114
.30 .0118
a1 .0122
32 .0128

*Industry Standard see ASTM Standard 623M.

E3 1992



AFPENDIX 1E

TIN COATING WEIGHT
Metric Tin Coating Weight Conventional Equivaient
Grams/Meter?
{(gimh)* Pounds/BB

1111 10

2.2/2.2 20

2.8/2.8 25

3.8/3.9 35

5.6/5.6 50

6.7/6.7 80

8.4/8.4 75
11.2/11.2 100
5.6/2.8 5025
84728 TH26
11.2/2.8 100/25
11.2/586 100/50
15.2/2.8 135/25
15.2/5.6 135/50

*Industry Standard see ASTM Standard 623M.

E4 1981



SEADM LILVENS
(See Gauges Section)

The following guidelines represent commercial ranges of double seam dimensions 1n
general use throughout the industry.

1.  CONTAINERS
Bodv Ends
Stesl Stoel
Commercial Ranges
Seam Thickness .0ag" - 070"
Seam Length (Width or Height) 100" - 135"
Countersink Depth 1107 - (145"
2. CONTAINERS
Body Ends
Fibre Aluminum or Steel
Seam Thickness .050" - 082"
Seam Length (Width or Height) .095" - 125"
Countersink Depth 115" - .130*

3. CONT, RS

Aluminum or Stesl Aluminum
Seam Thickness .050" - .068"
Seam Length (Width er Height) .105% - 130"
Countersink Depth .110" - 138"

F3 1992



UGES N

The foliowing gauges are in general use throughout the can manufacturing industry
and wre recormmended for use in determining sesm measurements.

COUNTERSINK DEPTH GAUGE
Purpoes
This gauge is used to determine the countersink depth on double seamed containers,

Description
This is a dia! indicator type gauge having a maximum range of /4 inch. The basic
gauge and the contact point are shown below.

Height - ¢~ Dlal Lecking Screw

Dual Indicator Seads: D100
Dial Indiensor Range: 0., TSO"

Bar
Contart
Point

I/ Mz,

io gmaging swrface
of Comtact Point)

See following page on proper method of gauging.

F4 1986



COUNTERSINK DEPTH GAUGE (CONTINUED)

Gaogiag Small Tnd
Units of Cana

Ganging large End Units
or Cana

Add Disl Reading to
Revolution Counter

F5 1888




END S CROMETER

Purpose

This gauge is used to determine the seam thickness and seam length (width or
height) of double seams. The range on this micrometer gauge is 0 - 3/8 inches,

Dimsndlons given ars spproximaie
overall &imensions

Thimble

Hub or STlesve

Gxuge Numbar

For othar
than domed ends
Sten 1. Gauging Seam Thickness Map 2. Cauging Seam Langth
- Tip of Micrometar

s Coomet with
Can Body (

Fe 1692



