CAN BODI ES The invention relates to netal can bodies for beverage cans.
Such can bodies are adapted to be closed 6 ~ by a can end $eaned to the
open end of the can body to forma closed can. Known can bodieng , S ird
beverage cans are made by difawi ng and ironing sheet netal to conp rSe @
bottomend wall and a generally cylindrical side wall; the side wall 10
conprising a bottomportion of circular cross section connected to the
bottomwal |, a central portion of constant all t-hi.ckness extendi ng above
the bottom portion, and a top portion of circular cross section extending
above the cen 2on and termnating in an 15 open end; wherein the
t op polrtion and bottom gt iimeafﬁlcm EEates vel hethicloass pddiass ther
central portign re._respectdvely.c t tyal porti Pl
b ough tpper BAXACRSRLEaR narticlt ‘SR BSa 67 cafle) AB-RTHY H B uffeea €
Such carP bodi b¥ ar cagestd Isetried 4B dreoenenoend ofidtbe3 o380 be8ly tBuri ng
handl i ng of cagrRodi @3 o8l lcadents may be made in the cylindrical wall and

t hese dents provide |localised points. of weakness which can | ead to_creasing
during necking and fl anéﬁn?gmoﬂp%}%ﬁs of OF nRe¥gRagsJFanss are pafe Py ng
doubl g_ seam;]I ngraﬁih@e_aexlanli&r?m GHéet qa@tbmdyodubinpgi\dah@h Bdttemremddy

IS subjected fo,an_axi a oad. t ee ound t t, rovd sian a
plurality of 33}§IF. Foﬂﬁﬁﬁiﬂ%%#|%§i§?%ﬁﬁ$%% %gaﬁaggﬁ%’ciyﬁn?%é%my7ﬁgthe
centrall@ort i oampt isliage an beddomipdridion of edireudareicnoissatsecthiorf f ect

of such dentscaRfeiid ¥y Tnes AR J£1L1 1% C8BntralPplrdinl 2 (publ i shed

after the priorit ate of the present appl i cation) deScribes a
constant wall thickness extending above the bottom

portion, and a top portion of circular cross section

extending above the central portion and terminating in an
15 open end; wherein the top portion and bottom portion are

of greater wall thickness than the central portion and are

respectively connected to the central portion through

upper and lower cylindrical zones of reducing wall

thickness. Such can bodies are described in GB 1320061
20 and US3,989,159.

During handling of can bodies small dents may be
made in the cylindrical wall and these dents provide
localised points of weakness which can lead to creasing
during necking and flanging of the neck of the can body,

25 and filling double seaming of the can end onto the can
body during which the can body is subjected to an axial
load. It has been found that the provision of a
plurality of parallel longitudinally extending outwardly
convex ribs in the central portion of the can body will

30 reduce or eliminate the effect of such dents and give

| axial strength to the can. EP-A-0425124 (published after

the priority date of the present application) describes a
metal can body for a beverage can made by drawing and
ironing sheet metal to comprise a bottom end wall and a

35 generally cylindrical side wall; the side wall comprising



netal can body for a beverage can made by -drawi ng and ironing sheet met al

to conprise a bottomend wall and a 35 generally cylindrical side wall;
the side wall conmprising . 2- a cylindrical bottom portion connected to
the bottomwall, & central portion of constant wall thickness extending
above the bottom portion, and a cylindrical top portion 5 ext endi ng

above the central portion and term nating in an open end; wherein the top
portion and bottom portion are of greater wabl_thickness than the central

portion and are respectively connected to the central portion through upper
and | ower cyli ﬁdqudéln%@f drottemcpagthan| cepnected; trndde battamer

the side wall ias d@r@ﬁé’.@%dﬁﬁi’bﬁ @f Uééﬁsté(nﬁf wﬁiﬂalthg.l:k%'e%%d e@ﬁ:@i@nﬁj’
forned to the g§§1 y an externa ¥Fconvex ongitudinal, rib, said rips and

panel { heing e h%HC|?EﬁnPeF¥ dodgicade top RAgAon 5
In the cab bodysxﬁerla:in@ Wﬁlthélecmﬁféli pbetﬁ.ahrraﬁdembu:mﬂlmatmq hith an

central porti on, %f c can % %‘9 ::ég S rLEap’W%é‘ gﬁ@%e li'r{glc;zgaért he

opti mum per f or TENCE < reve
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the portions Oheghfalksly |cc§ﬁ]‘1&!§f’§§5téogﬁéhééntéﬁ‘io G&-‘%Q'oh ??ﬁddlj&?”t i on

provi des a netal cCan body for a beverage can nade ramﬁng |ron|ng
sheet 25  nefdRPaY ABHHIoWSr. aFlb:b-'t-'t"%Fﬁ-EﬁH ﬁBPFSaHG xegusdng Mpll

10 thickness; and wherein the side wall is provided with a
plurality of parallel sided panels each formed to the next
by an externally convex longitudinal rib, said ribs and
panels being egqually spaced around the circumference of
the can body. _

15 In the can body of EP-A-0425124 the panels are
formed entirely in the central portion of constant wall
thickness. _

It has now been found that the optimum
- . performance of the can body is achieved when the ribs and

20 panels terminate in the zones of reducing wall thickness’
‘and thus connect the portions of greater wall thickness
together.

_ Accordingly the invention provides a metal can
body for a beverage can made by drawing and ironing sheet
kJ 25 hetal to comprise a bottom end wall and a generally
ﬁylindrical side wall; the side wall comprising a bottom
portion of circular cross section connected to the bottom
wall, a central portidn of constant wall thickness
extending above the bottom portion, and a top portion of
30 circular cross section extending above the central portion
and terminating.in_an open end; wherein the top portion
and bottom portion are of greater wall thickness than the
central portion and are respectively connected to the
central portion through upper and lower cylindrical zones
35 of reducing wall thickness; characterised in that the side



cylindrical side wall; the side wall conprising a bottom portion of
circular cross section connected to the bottomwall, ‘a central portion of
constant wal |l thickness extendi ng above the bottom portion, and a top
portion of -30a circular cross section extendi ng above the central portion
and termnating in an open end; wherein the top portion and bottom portion
are of greater wall thickness than the central portion and are respectively
connected to the central portion thLou§p~gpper and |l ower cylindrical zones
35 of reducing wall thickness; characterised in that the side wal | is
. provi ded wwahlaipl prr@hliitdyed)ﬁﬁ,dar & |pellurs digdy pzﬁ\aiarebbdz\lj sided panelle next
by an exte I e r nels bei ng
equally 5 égéh ggg’ g}'gr é:l?n @@hé{%‘e:? nfderfeer??:%éo gt e can %@ and in t-hat
the ribs ah@nﬁéﬁéﬁén?ér Fipat sadd &iihferanshPanelds beirg z%%'é%lbY r educiehg

waltlh % hi ?kgﬁﬁéed%%@ﬁﬂun&h@ c?rﬁﬁirmé‘ﬁi@(‘dﬁ ﬁm@ ¢amem§d9p Qﬁawflﬁs at

met hod o or verage ca I Si, e steps

of a) g gbggﬁ %ﬁ&iﬁ Wﬁﬁ%ﬁ %&f?ﬁ?ﬁ%Fc%E bﬁagﬂéﬁnpr|5|ng

a botton1etﬂemabhesndfargﬂmsmﬂgjwamm|uninkn§sste wal | ; the sidewal

conprising a bottom r.C C -secti C to the 15
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bottomend wall, a cén t108 X /
atop portpmvoﬂegu ncmle&hodr ofs foqadtnicoe earerhtidy fhove béeerager ghn

port{@n angoﬁﬁfgbgﬁblQgelgﬁgﬁgpQ&D end; wherein the top portion and bottom

portlon are formed to have a greater wal | t hi ckness
a) drawing and wall ironing sheet metal to
form a can body comprising a_bottom end wall and a o

generally'cylindrical_sidé-Wall;'the'sidewall comprising a
bottom portion of circular cross-section connected to the
15 bottom end wall, a centrai portion extending above the
bottom portion, and a top portlon of circular cross-
section extending above the central portion and
terminating in an open end; whereln the top portion and
bottom portion are formed to-have a greater wall thickness
20 than the central portion and are respectively connected to
the central portion through upper and lower cylindrical
zones of reducing wall thickhess;
the method being:characterised by the subsequent
~ step of ' |
25 b) forming a pluraiity of parallel sided \s
panels in the sidewall, each'joined to the next by an
externally convex longitudinal rib; said ribs and panels
being equally spaced around the circumference of the can
- body; wherein the ribs and panels terminate at both their
30 ends within the zones of reducing wall thickness.
Embodiments of the'iﬁ?ention are described below
with reference to the accompahying drawings in which:-
Figure 1 shows a partial section of a can body prior to

provision of the longitudinéllribs;



20 than the central portion and are respectively connected to the
central portion through*upper and l.ower cylindrical zones of reducing wall
t hi ckness; the nethod being characterised by the subsequent step of 25

- b) forming a plurality of parallel—silied panels in the sidewall, each
joined to the next by an externally convex |longitudinal rib; said ribs and
- panel s being equally spaced .around the circunference of the can body;
wherein the ribs and panel s;termnate at both thejg: 30 ends within the
zones of reduci ng ddunehiZ ghows vk heht seotioneof ngeqanobhodyve

descri bed below with reference to the accoppanyi ng draw ngs in which: -
Figure 1 sR&k&TaRFaWisiionQf ithe ofongieyahnad B}gﬁf-to provi sion of the

| ongi tudinal ribs; . Fi e .2 shows a parfial _section of .a can body after
orovi skan of the | SASHAR hAHTDE Ot 6 99sAbvE 538 Be%¥rew of a can
body, part] i [ r I'SL.ODs theorj at.ter cki ng
and fl angi hglrk"élagllr}rlé%j{ isgé}é%&rtgpmpér%%réggﬁ%lg%akt ﬁg sfgél @? ﬁi?‘c ﬁ%lgssaq%feli he
can body o [ _ ' s hejght; Figure 5 is a side view of a can body;
Fi gure 6_iée§hﬁ%g{|9?za§1r§§9ﬁs}?c?f%’n of the can body of Figure 5 taken on |ines
VI-VI; Figures 7 ?‘rﬁigﬁxﬂiﬁlsi@é?ré/ BVPepPebBRBEngf thbOWEEY 5 and 6 of an
al ternative enbodi nent of can body; Figure 9 is a radial cross section

through a thickness of the can body of Figure 3 against height;

Figure 5 is a side view of a can body;
U Figure 6 is é horizontal section of the can body
of Figure 5 taken on lines VI-VI;
Figures 7 and 8 are éimilar views to those of
Figures 5_and 6 65 an alte;native embodiment of can body;
Figure 9 is a radial Cross section through a
mandrel for forming ribs in a can body; and
| | Figure lolis an axial section through a mandrel-
for forming a can body.
| Referring to Figures 1-4 it will be seen that the
can.body 1l compriées a bbttom end wéll 2, which in this
case is domed, and a side wall 3. The side wall 3
compfises é bottom portion 4'connected to the bottom end
wall; a central portion 5 and a top portion 6 terminating
"in an open end. The top pqrtion 6 and bottom portion_4
are ofngreater wall thickness than the central portion 5

and are respectively connected to the central portion 5



mandrel for formng ribs in a can-body; and Figure 10 is an axial section

t hrough a mandrel for formng a can body. Referring to'Figures 1-4 it will
be seen that the can body 1 conprises a bottomend wall 2, which in this
case is doned, and a side wall 3. Fhe side wall 3 conprises a bottom
portion 4 connected to the bottom efAd wall, a central portion 5 and a top
portion 6 termnating in an open end. The top portion 6 and bottom portion
4 are of greater wall thickness than the central portion 5 and are

r espec¢hv&hyhcoppeet addt dowke cehindtiqal tzomes 7,8t Whbaghhappea and | ower
cylindrical zones 7,8 which have a.wall thickness which reduces towards the
centr akapbrthbokBess Tyhichl fpdiheswhbwatrtiscithes cemft tdile gaptimrti on will be
about 0. 15nmm (. 0060 inches), central portion about O.|nm (.0040 inches),
and bdit orTyptcabhyabbat wellnhhicBnessi néhéhe. topTReEHehotilbf Fi gdfe 1
is formed by blanking a disc fromsheet netal, drawing a cup. fromthe disc
to forbe aaboetobn bhamwél C0aAdiackeds, wapntradd pagitilan @ghlout t he si de wal |
Figure 2 shows the can body after the provision of a plurality of parallel

| ongi tudimml { y0@49® ehachgstondBt Ppbsomopeghirny abgaded -A®und t he
circunference, The ribs 10 termnate in the zones .7, 8. Adjacent ribs

def i ndl QlARjatrchpambt s 1ThenepBLEPIEAE EELAUEENS| 151 BoFPMet Y el | i pti cal

shaped end areas formed within the zones_7,8. The ribs and panels extend
o A 5 GET0 bR raeet HBeEah. HOAEBR! Br FHR SRR IR o ng
strengNEN N9 £ "DSnSOLORCLAR % I'E SRECL 80de wall, and wall |
. ironing the side wall. Figure 2 shows thé qén body after s
the pfovision of a plurality of pafallél loﬁgitudinally
extending convex ribs 10 equally spaced arcund the
circumference. The ribs 10 terminéfe'in'thé zones 7, 8.
Adjacent ribs define elongate pane;s_il therebetween
Each panel 11 has semi-elliptiéal-éhaped end aréas formed
within the zones 7,8. The ribé and panels extend into the
zones 7,8 to optimize the can body performénce by
providing strengthening cclumns'cﬁnnecting the upper zand
lower portions 4, & of :elatively'great wall thickness. . W/
Figure 2 shows the can body after hecking ané
flanging of the top gecrction 6 in readiness for receiving a
can end o be seamed :tc the flangé 12 in kﬁdwn manner. |
Figure 4 shows the ;hickness prbfile of the side
wall as it varies through the height of the can body;
Figures l-4 show a can body provided with only 24

ribs 10 and panels ll. It is believed that can bodies



Fower portions 4, 6 of relatively great wall thickness. Figure 3 shows the
can body after necking and fl anging.-of. the top portion 6 in readiness for
receiving a can end to be seaned to the flange 12 in known manner. Figure 4
shows the thickness profile of the si wall as it varies through the

hei ght of the can body. Figures 1-4—s can body provided with only 24
ribs 10 and panels 11. This believed that can bodies havi ng from about
24 to about 45 ribs are useful for beverage cans...:|f the nunber of ribs is
| ess than about 24 there is™a significant: reduction in the volunme of the
fini shed Bawingi §&oss aboatd 28 $9o0wbeWart HoPRaAFAguSeERLHECI0 and panel s
11. Each rib is outwardly convex having a radius, P and lies on a circle of

|
radi us. R RREPEARS §3NFe 1 I FPeoPUMRe L £F botsi hSt hesSHi HRRR 8POBRe central

tian: pLi to f ti f_.the rib Th 11 dl
Poncans had egen hnth 0 30 EA Ao RN TS R LRt Rant? L "Hbe Cheen

exagger at ed_i.n, Fi.gures 5 and 6. The ratio of U.P is preferably at |east
20: 1. Ty'fgéﬁpﬁdtﬁgnrib radius P will be about 1mm The perineter of the

can body in the cgqb%§gsp r%’ nsagy% [§Hég§gb$é 2%§%§£?ﬁ3bsrggg $ghe as it

was beforehand and the Tadii R P an are rela e equatli on. R=W+2P.
ol g, "HAEShpSRESUS nggih Sh ) oMLY ko ogOmBTat e (1be e
30 ribs 1Paaifl8 PaR@GS 13e® on a circle of radius R where R is the
radius of the cén body in the_middle of the central
N portion prior to formatipﬁ of the ;ibs. The panels 11l are
dutwardly'concavé and have a'radiUS U. The concavity of
the panels 11 has been exaggerated in Figures 5 and 6.
'The ratio of U:P is preferably at least 20:1. Typically
the rib radius P will be about lmm. The perimeter of the
can body in the central portion after_forﬁing of the ribs
is the same as it was beforehand and the radii R, P and U
are related by the equation R=U+2P. In this manner,
stretching of the cah wall during fcrmation of the ribs is
KJ, avoided. |
In a further embodihent shown also in Figures 7
and 8, also having 30 ribs 10, the canels are
substantially flat. In this.CaSe the ribs 10 will lie on
a circle whose radius is vefy.slightly greater than the
radius R prior to formation of the ribs and panéls. As a

result of the wall ironing process Zor forming the can

body, however, the top and bottom portions 6 and 4 have a
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substantially flat. In this case the ribs 10 will lie on a circle whose
radius is very slightly greater than the radius R prior to formation of the
ri bs and panels. As a result of the wall "ironing process for form ng the
can body, however, the top and botLgﬁinrtions 6 and 4 have a slightly
greater radius than the central portion and the radius of the central
portion of the can body after. formation of the ribs will be no greater than
the radius of the top and bottom portions. This is inportant in handling
since tskighhlgodyeatsr madius han FEkereen®rahdpddt sbnwaadniher el 20 used
in formation of the ribs and panels. The can body is |located over the
mandr el rafive o€ th@nQﬂﬂﬂnﬁizHQﬁkﬁQm ekt theatancbadvigafser (not shown).

The ribs are formed prior to necking of the can body but neverthel ess,.the
mandr el £aEBataenoPLs g diihs; ikt t%n“? hereakepobiarothgarapduan be'w

tract t h b To th h.l bs t har
The oaroBohhe kR ppdl Oénﬁﬂ?wér?@e”dmmlaolmgrﬁsn 5253 fors

o) L aAniiReh” Batsl M i BerB RIEETRANE, EhBReR 7" o %%
determne the p?g h!%%%r f%?ﬁ\ Q?hﬁﬂlé hﬁn%?@ §§ 999& nlne nandrel shown

in Figs. 9 and e can 7 8nd 8 haV|ng

subst angj ahb¥ ibhalb Pang] S il ﬂ&”éiﬁbi? ”afh?ncaﬁhﬁoﬁydEsWQBEdg

central portion of the can bo y is locally deforned to the profile of the .
mandr el o¥@rbeheduRnidr dINWHIATH!IMFE - ¢186n | F61T6A0416H¢ 8Bt ektalrniale panel s of

the can body w |l subsequently
forming rail (not shown). The ribs are formed prior to W/
necking of the can body but'ngvgrthéless Ehe mandrel must
be of smaller radius thén the'cgn body so that it can bé
extracted from the can bddy;_ To this end it is formed
with less ribs than the can po@é. In the example shown
the mandrel 20 has 29 ribs 21 fgr forming a can'body with
30 ribs. - Between the ribs 21 on the mandrel are panels 22
which are outwardly concave; The'profiles of the panels
22 will determine the profiles of the panels 11 in the can
body. The mandrel shown in figg. 9 and lb is for forming
the can body of Figs. 7 and 8 having substantially flat
panels 11. During formation, tﬁe'side wall of the central
portion of the can body is locaily deformed to the profile
of the mandrel 20 but due to théfpatural resilience of the
material the panels of the éan_body.will subsequéntly
spring back to a substantially flét profile. If a can

body as shown in Figs. 5 and 6 is required, the panels 22



Spring back to a substantially flat profile.. If a can body as shown in
Figs. 5 and 6 is required, the panel's.22" -.of the nmandrel .20 are forned
more deeply concave. The depth of thée panel nust, however, be relatively
shal l ow to avoid excessive | oss of vetufg-and to prevent the panels from
reversi ng when subjected to internal pressure as woul d be experienced when
the can is filled with a carbonated drink. The inproved performance of can
bodi es as a result of the panelling may be used t.increase the axial |oad
strength, cﬂft%h%Jménﬁﬁeiegﬂﬁﬁrﬁnf@Fm?ﬁemﬂﬂﬁ depRiheoneAve he Thatra
.portion 5 wthout |oss of axial strength. Compar atiyve tests have.shown that

t he perfor th 9L pERe| PBRedaMUSSdi BOVEY ATy e iR tethvednesat hovnhéo

| . ' f ' i bl h f || ed
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can bodi es , ' r t s iegnif i : | -9- CLAI M5
1 ATER pevais 150 FREN' JupibEheat e SCatital Whdlhure 38| oni ng
sheet net al - rhbs s N s eral ly

cylindri calwc}s%&eoﬁgl %i?g?l@?&%ﬁg}v&%ﬁéﬁe cd(/)gr%r{prjiéslzenlg a g’[’?@?ﬂ éport ion (4) of
circular cresspéfett@naeonrected to the bottomwall, a centra

The improved performance of can bodies as a reéult
of the paneiling may be used to increase the axial load
strength, or to allow a reduction of the wall thickness of
the central portion 5 without loss of axial strength.
Comparative tests have shown that the performance of
panelied cén bodies having a wall thickness in the central
portion of 40x10_4 inches is comparable to that of
unpanelled can bodies of.wall thickneés 43x10"4.inches.
anside:ing the large number of can bodies made, this

represents a very significant saving.



porti‘on of constant wall thickness extending above the bottom portion, and .
a top portion of circular cross- m‘“ﬁﬂl“qmum m‘l[jl ng above the
central portion and term nating |n an oj he top portion and
bottom portion are of greater wall thickness tthan®thd central portion and
are respectively connected to the central portion through upper and | ower

cylindrical zones 15 of reducing wall thickness (7, 8); characterised in
that the side wall is provided with a pﬁurallty of parallel sided panels
(11) each joined to the next by an externally convex longitudinal rib (10),

said ribs ZiaI¥hel s being equally spaced around the C|rcunference of the
can body; 30 and 'i‘Jﬁé‘@éthE rbﬁﬁfyggérp%”%@eg%@@ Wn?éd@&g end

within the zones of uci n ness t al can_
body as cI&ﬁﬁ¥}ﬂ91QQQN*qu#mgrﬁhﬁeﬁaﬂﬁtﬁénep ﬁ&@ﬁﬁéﬁewﬁlh?ﬁﬁ%ﬁlegﬁa

end aseas fwarmed(zm tdrd é@eﬁeﬁsnyf cyedharriea\aalslldemvﬁqmeses) Ao%the 3.

A net al can b ngf%fla'nEd L ngg erein _the anel s arezﬁgtmardly
concave. 4. a %ﬁl%éﬂgbﬁab % B ﬁ%& Fh(é h the

panel s arecndaﬂes&ctd¢w ¢dmhected to theAbmetam maiﬂmxh/eentfalned in any

2 e 19 ey L 40 SO EAR B3 URHRE gk, B 40 ©

A et al al e erern the nu pane?s i s
about 30 pottom portienhoandfaf bepi Pgréienn ofogiricarlar kessge can

accoR@i Ng e 2N de F AERELRE PGt BBoFEERAObed®ral portion ad Pl anking
a disc fro@éﬁ%?ﬁaé?ﬁéﬂlndégmgggn end; wherein the top portion and
: el h -

bottom portion are of-greeter wall thickness than the \o/
central portion and are respectively connected to the
central portion through upper and lower cyllndrlcal zones

15 of reduc1ng wall thlckness.(7 8); characterlsed in that
the side wall isaprovided'with a plurality of parallel
sided panels (11) each joined to the next by an externally
convexllongitudinal rib (10), said ribs and panels being
equally spaced around the circumference of the can body;

20 and in that the ribs and panels terminate at either end
within the zones of reducing wall thickness (7, 8).
2. A metal can body as claimed in Claim 1 wherein
each panel has semi-elliptical shaped end areas formed
within the zonee of reducing wall thickness.

25 3. A metal can body as claimed in Claim 2 wherein
the panels are outwardly concave. '
4. A metal can body as claimed in Claim 2 wherein
the panels are substantially flat.
5. A metal can body as claimed in any preceding

30 claim wherein the number of panels is from 24 to 45.
6. A metal can body as claimed in Claim 5 wherein
the number of panels is about 30.
7. A method of fofming a can body for a beverage
can according to Claim 1 comprising the steps of

35 a) _blanking a disc from sheet metal, drawing a
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Cup fromthe disc to forma bottomend wall and a side wall, and wall
ironing the side wall to forma can:bady conprising a bot I

and a generally 5 - cylindrical side wall (3); the si deJmmmmm#muml
bottom portion.(4) of circular cross-section connected to*hé bsttomen '
wal |, a central portion (5) extendi ng above the bottom portion, and a top
portion (6) of circular cross-section extending above the central portion
and 10 termnating in anz@pen end; wher HOn—t h s#.0p portion (6) and
bottom portion (4) are forned to have a greater wal'l *thi ckness than the
central porti g 5frandtheediscptot Eormhy achetdeomeend wald @nd rallspdet i on

through upper @ofh | oxga G¥L 1 NEELARhgZ @RRS s GeBlvalll RRAUG Y deddn ]éo%
t hi ckness; the method. bei ng charact éri sed by the subsequent  step of ¥

forningja pl uréPTRYisingaraPPeron g8 addl (2)1And @ QeekadeMal |, each
joi Sed_' Lcs t hg ézﬁxirln@y%a_aﬂ@ide ﬁlatn@r nal l"é tw&ﬁdmgh i _tdditipn”i]t::lﬂs'iﬂ@ 410); ]
said ribs an nel s bei eq spaced.around the cir.cunference o e
can body: wherSs RO PPFBLoR AE balE) E LF Srhaa s SRS BSGE S SOHIRRE S (o
the zones (7, 8)hefbottiomi endwatllt hackrassal2porti®n (5) extemiing ahove
body substanti Vi SEL4 herejzn W hals o] 5 nyi ng
drawi ngs. 9. fhe bggtgnﬁggégeggnﬁa%ﬁﬁga\ggﬁgtg céﬁﬁﬁgﬁ) sc#gg%.antla y as
descri bed her ffPss—section extending above the central portion and

10 terminating in an open end; wherein the top portion (6)
and bottom portion (4) are formed to have a greater wall
\aj thickness'than the central portion (5) and are
respectively connected to the central portion through
.upper and lower cylindrical zones (7,8) of reducing wall
15 thickness; '
the method being characterised by the subsequent
step of ' _ |
| b) forming a plurality of parallel sided
panels (11) infthe-sidéwall, each joined to the next by an
20 externallY-cbnvex longitudinal rib (10); said ribs and
panels being eQually spaced around the circumference of
the can body; wherein the ribs and panels terminate at
both their ends within the zones (7,8) of reducing wall
. thickness. _
\_ 25 8. A metal can body substaﬁtially as described
herein with reference to the accompanying drawings.
9. ' A_ﬁethod of making a metal can body
substantially as described herein.




