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We also welcome suggestions for improvement in our Standards, and especially
encourage readers to notify us immediately of any apparent inaccuracies or
ambiguities. Contact us via email at mail@standards.org.au, or write to the Chief
Executive, Standards Australia International Ltd, GPO Box 5420, Sydney, NSW
2001.

This Standard was issued in draft form for comment as DR 03648.

Accessed by MONASH UNIVERSITY LIBRARY on 16 Jun 2015 (Document currency not guaranteed when printed)

Documents

Document Sharing Hub

Full document details: AS 2730-2004


http://www.avadocuments.com/doc/as-2730-2004
http://www.avadocuments.com/doc/as-2730-2004

AS 2730—2004

Australian Standard™

Double seams for steel-based cans for
foods

Originated as AS 2730—1984.
Second edition 2004.

COPYRIGHT

© Standards Australia International

All rights are reserved. No part of this work may be reproduced or copied in any form or by any
means, electronic or mechanical, including photocopying, without the written permission of the

Accessed by MONASH UNIVERSITY LIBRARY on 16 Jun 2015 (Document currency not guaranteed when printed)

publisher.

Published by Standards Australia International Ltd

GPO Box 5420, Sydney, NSW 2001, Australia Documents
ISBN 07337 5760 X Document Sharing Hub

Full document details: AS 2730-2004


http://www.avadocuments.com/doc/as-2730-2004
http://www.avadocuments.com/doc/as-2730-2004

AS 2730—2004 2

PREFACE

This Standard was prepared by the Standards Australia Committee FT-007, Double Seams
for Tinplate Food Cans to supersede AS 2730—1984.

This revision of the Standard was required to reflect changes in double seaming as a result
of the introduction of harder, thinner steel substrates and changes in manufacturing
technology of some steel can bodies and ends. The revised Standard forms the basis of the
minimum requirements of good double seaming practice.

In the preparation of this Standard, account was taken of the Voluntary Industry Standards
of the Can Manufacturers Institute in the United States of America and the European
Recommendations from the SEFEL Working Group.

The term ‘informative’ has been used in this Standard to define the application of the
appendix to which it applies. An ‘informative’ appendix is only for information and
guidance.
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FOREWORD

Cans for heat processed foods must be hermetically sealed to protect the food from
contamination by microorganisms and other external agents. Therefore, to minimize the risk
of the food being contaminated by post-process leakage, the double seams of the cans must
be properly constructed. Cans for other foods may also need to be hermetically sealed.

A properly constructed double seam has a number of morphological and dimensional
requirements which must fall within certain limits. These limits take account of the
accepted variations in the raw materials and methods used in can manufacture, and the
capabilities of closing machines. Therefore, the aim of the Standard is to set out the
morphological and dimensional requirements of properly constructed double seams so that
an hermetic seal is obtained.

It should be emphasized however, that the quality of double seams cannot be judged by
measurement alone. There are certain characteristics of seam quality which are difficult to
quantify and which are assessed by visual examination. In this aspect of seam evaluation,
there is no substitute for training and experience. Every can manufacturer and every food
processor who uses cans must have appropriately trained and experienced technical
personnel, who know the characteristics required in double seams and who are competent in
the techniques of measuring, inspecting and evaluating double seams. Such personnel
require specialized training by experienced tutors.

As canners and can manufacturers must aim to obtain an hermetic seal with every double
seam they produce, they must try to form seams with attributes well within the
recommended limits. This approach minimizes the risk of non-hermetic seals being formed
on the occasional can which may have unusual characteristics, and it extends the time
before drifts in closing machine settings make the seams unacceptable.

Double seams which comply with the requirements of this Standard will give an hermetic
seal and prevent post-processing contamination under conditions of good manufacturing
practice, e.g. where the cans are cooled in chlorinated water or water of equivalent purity
the cans are not subjected to mechanical stresses which disturb the seam, and the seams are
not contaminated with microorganisms while they are wet.

Although the majority of cans for heat processed foods are manufactured from tinplate, the
Standard is also intended to apply to cans made from steel plate which is coated with
protective materials other than tin.

The Standard also provides methods by which double seams may be examined for
compliance with the requirements of the Standard. Traditionally, assessment of double
seams when setting up or adjusting a double seaming machine, or for quality assurance
purposes during production runs, is carried out by means of visual and tactile examination
and dimensional measurements with a micrometer. Certain critical attributes concerned with
the compactness of the double seam, however, can be measured more reliably by optical
means on cross-sections of the seam and these methods are considered to be more
appropriate in an Australian Standard. This does not mean that the traditional methods
should not be used for the purposes mentioned above, provided that the seams comply with
the requirements of this Standard when examined by the methods given herein.
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STANDARDS AUSTRALIA

Australian Standard
Double seams for steel-based cans for foods

SECTION 1 SCOPE AND GENERAL

1.1 SCOPE

This Standard specifies requirements for double seams for steel-based three piece and
drawn cans for foods and also for steel food cans with aluminium foil ends attached to a
steel ring. Criteria for double seams of acceptable quality are set out, and methods for the
examination of a double seam and assessment of its quality are provided.

This Standard does not apply to food cans with mini seams.

NOTE: If aluminium components are used the specifications need to be provided by the can
makers.

1.2 APPLICATION

This Standard applies to tinplate and other steel-based cans for heat processed foods and
also to other double seamed cans which require to be hermetically sealed. It applies to
round cans up to a maximum diameter of 153 mm and to non-round cans up to a maximum
base dimension of 156 mm.

The Standard does not apply to cans made completely or in part from aluminium with the
exception of ends with attached aluminium foils to steel rings.

1.3 DEFINITIONS
For the purposes of this Standard, the following definitions apply:
1.3.1 Body hook

That portion of the double seam formed from the turned-back flange of the can body (see
Figure 1).
1.3.2 Body hook butting
The distance occupied by the internal body hook length expressed as a percentage of the
internal seam length (see Figure 2).
NOTES:
1 Body hook butting has a direct functional relationship with the primary seal.
2 See Appendix A for the calculation of body hook butting and free space.
1.3.3 Chuck wall, chuck wall radius
As shown in Figure 1.
1.3.4 Compactness
The term used to describe the overall interrelationship of those attributes of the assembled
seam which determine whether the seal is hermetic.

NOTE: Assessment of compactness involves examination of the primary and secondary sealing
areas and optical measurements of body hook butting and overlap on cross-sections of the seam;
tightness of the seam is also taken into consideration.
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1.3.5 Compound

The sealing material, either latex or synthetic rubber, placed in the curl and on the seaming
panel of the end. It serves to fill spaces within the double seam, and to assist in the
formation of an hermetic seal (see Figures 3 and 4).

NOTE: The composition of the compound needs to suit the food product and thermal process.
1.3.6 Countersink depth

The distance from the top of the double seam to the base of the chuck wall radius (see
Figure 2).

1.3.7 Cover hook

See Clause 1.3.14 ‘End hook’.
1.3.8 Crossover

See Clause 1.3.1.20 ‘Juncture’.
1.3.9 Cut-over

A projection at the inside top edge of the seam which may be associated with fracturing of
the end plate (see Figure 7). A cut-over is usually more pronounced at the juncture. See
Clause 1.3.36 ‘Sharp seam’.

1.3.10 Cut seam

A double seam in which the outer layer of plate is split usually near the end hook radius at
the juncture (see Figure 7).

1.3.11 Double seam

A double seam consists of five thicknesses of plate interlocked or folded and rolled tightly
together (see Figure 1), except if the can has a juncture where, depending on side seam
construction, there may be up to two extra thicknesses.

1.3.12 Drawn can

A can without a side seam and without a can makers double seam formed by drawing a cup
from flat plate sheet.

1.3.13 Droop

A smooth projection of the double seam below the bottom of a normal seam. It is frequently
found at the juncture (see Figure 5).

1.3.14 End hook (also known as the ‘cover hook’)

That portion of the end which is turned back between the body wall and the body hook
during formation of the double seam (see Figure 1).

1.3.15 Flange
The curled out open end of the can body (see Figure 3).
1.3.16 False seam

A seam or portion of a seam where the end hook has failed to engage (i.e. lock under) the
body hook. If the folded body hook does not project below the seam, the false seam may
only be detected on careful examination or sectioning.

1.3.17 Free space

The difference between the measured thickness of the seam and the sum of the thicknesses
of the five layers of plate present in the double seam.
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NOTES:

1 In some sectors of the packing industry the term ‘free space’ is used to describe the volume of
the container which is not occupied by the product packed.

2 See Appendix A for the calculation of body hook butting and free space.
1.3.18 Hermetic seal
A seal which prevents microorganisms and other materials entering a can.
1.3.19 Jumped seam

A double seam which is not rolled tightly enough adjacent to the juncture. It is caused by
the second operation seaming roll jumping as it passes the juncture.

1.3.20 Juncture (also known as the ‘crossover’)

The region of the double seam which coincides with the side seam of the can body
(see Figure 5).

1.3.21 Juncture rating

A measure of the amount of end hook at the juncture which is available for overlap, this
amount often being less than elsewhere on the seam because of the extra layers of plate that
may be incorporated in the seam at the juncture (see Figure 6) or because of the powder
stripe on a welded can.

1.3.22 Juncture thickness

The seam thickness at the juncture.

1.3.23 Knocked down flange

A form of false seam in which a mislocked portion of the body hook is readily visible.
1.3.24 Lap

Where two thicknesses of the body plate are bonded together at the extremities of the side
seam.

1.3.25 Mini seam

A double seam with a seam length less than 2.60 mm.

1.3.26 Overlap

The length by which the body hook overlaps the end hook (see Figure 2).
1.3.27 Pleat

A fold in the metal of the end hook. It extends from the cut edge downwards towards the
end hook radius and sometimes below this radius in a spur or droop (see Figure 8).

1.3.28 Powder stripe
An organic coating applied to the internal weld to prevent weld corrosion.
1.3.29 Pressure ridge

A ridge formed on the internal surface of the can body adjacent to the bottom of the double
seam. It is an impression of the chuck resulting from the pressure of the seaming rolls
during the seam formation (see Figures 1 and 10).

1.3.30 Primary seal

The area where the compound is compressed into the end hook radius by the extremity of
the body hook (see Figure 1).

Documents
ument sqpa%ing Hub

www.standards.com.au © Sl?ﬁ%ar s'Au

Full document details: AS 2730-2004


http://www.avadocuments.com/doc/as-2730-2004
http://www.avadocuments.com/doc/as-2730-2004

