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Abstract

A manufacturing typology for tin containers has been
developed in this paper. The tin containers used to define
the types were collected during the 1976 field season of the
Arctic Salvage Project, conducted by Parks Canada, Ottawa.
As a result of the study, 15 types of tin cans, four
variations of tin can ends, and six types of boxes were
defined.
Another result of the study was the development and
definition of tin can terminology which can be used by other
researchers in the future.
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Introduction

This report is concerned with developing a manufacturing
typology for the study of tin containers. The tin containers
used to describe the manufacturing types were collected
during the 1976 field season of the Arctic Salvage Project,
conducted by Parks Canada, Ottawa.
Tin containers are made of tinplate from which the can
shapes are stamped. Sixty-seven complete or nearly complete
cans, 25 tin can ends and six tin boxes have been used to
define the different types.
The terminology developed during this study to describe
tin cans follows (illustrations of tin can terminology can
be found in Fig. 2, a-j. and 3, a-k) . The "can body" is the
cylindrical, conical or elliptical shape of the walls. The
joins for a one- or two-piece can body are called "seams,"
and may be either "lapped" in which one piece is placed on
top of the other, or "rolled" in which the two edges are
placed together and folded over (Fig. 1, c-f). The term
"end" is used to designate the two covers for the openings
at opposite ends of the can body. The filling and sealing
end is designated the "top end" and the end opposite is
designated the "bottom end." Can ends can be placed either
on the interior or exterior of the can. The "flange" is the
collar around the circumference of the end, and can be
stamped in one piece with the end, or soldered to it in a
two-piece construction. There does not seem to be any
relationship between the construction of the ends (one- or
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two-piece) and their placement either on the interior or thee
exterior of th cans; they are found in any combination. The
"filler hole" is the circular hole, usually located in the
centre of the top end of the can. It is the hole through
which liquids or sauces are poured. In some cases there is
a recessed channe surrounding the filler hole for receiving
the cap. The term used to describe this is "channelled,"
and when this feature is absent it is called "plain." The
"air vent" is the small pin-prick hole punched in the cap,
or in the can end when there is no filler hole, to let the
steam escape when the contents are heated for sterilization.
The "catch plate" is the name given to the rectangular piece
of metal which is soldered to the underside of the top end
under the filler hole, or under the air vent (Fig. 1, a, b
and 30). This is done to ensure that the solder used to
seal the can will not accidentally fall into the contents of
the tin.
In all but one instance the cans dealt with were
originally hermetically sealed. The one exception is a long
cylinder with a slip-on lid, Can Type 7 (Fig. 4 ) .
The tin cans in this typology are of three
shapes: cylindrical, elliptical and conical. Once the shape
of the eventual can is determined the shape of the metal
forming the walls is cut: a square-shaped piece of metal for
a cylindrical or elliptical can, as opposed to the one needed
to make a conical can (Fig. 5 ) .
There are five attributes which have been used to
describe the can bodies based on the steps followed in the
process of manufacture. They are: the number of side seams
forming the walls; the plain or stamped metal shaped to form
the body; the type of seam, either lapped or rolled; the
finish of the top edge of the can body; and the plain or
stamped can bottom. The means of filling and sealing the can
and the placement of the end (exterior or interior) are
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listed as variations within the types. The five attributes
described above will now be explained.
The number of seams a given can shape will have is the
first consideration in the manufacturing process and is
listed as the first item designating a type. In this
sampling there are only two noted: one-seamed and two-seamed
cans.
Next, while the can body is still a flat piece of metal
sheeting, it is stamped to carry the name of the company
whose product is enclosed, or to carry the name of the
product itself. This is a feature of only three cans in the
collection (Fig. 6 ) . In their descriptions, these cans are
said to have a "stamped can body." A "plain can body"
indicates that this step has been excluded in the
manufacturing process.
At this point in the manufacturing process, the seams
are sealed with solder. The two types of seams found in this
collection are lapped and rolled.
The term "corrugated" is used to describe the feature
which looks like two stamped horizontal channels located at
the top edge of the can. This is believed to have been used
to ensure a tight seal between the can body and th filling
and sealing end (Fig. 6, 7, 8 ) . If the "corrugated top
edge" is to be a feature of a can, then it is crimped on the
can at this point. This seems to be a feature associate
with cans painted blue and marked with the "Gamble" company
name. The alternative is a can with a "plain top edge"
indicating that the corrugating step has been left out.
Can bottoms can be either stamped or plain (Fig. 9, 10).
The only stamp present on the can ends studied is for
D. Hogarth & Co., Aberdeen. The stamping process bearing the
company name can take place in one of two different
sequences: it can be done after the end has been made, but
before it is attached to the can body, or, it can be done
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after it is attached to the can body. (Of the cans examined
for this study there have not been any which can be
definitely designated as having an interior placement of the
bottom end.)
The filling and sealing end is the last item soldered in
place and is described as a variation of the complete or
nearly complete tin can type (Fig. 2, a-f). The choice of
which type of end is to be soldered to a can reflects to a
great extent the contents of a can. If the contents were
solid, then the product would be placed in the can, the end
would be soldered on, and an air vent would be punched to let
the steam escape as the can and its contents were being
heated for sterilization. If the contents were solid but
with a gravy or sauce then the can would be filled, an end
with a filler hole soldered on, and the gravy poured into the
can through the filler hole. The cap would then be soldered
on, with or without an air vent, depending at which stage the
can was heated to sterilize the contents. In the case of
liquid contents, like soup, the procedure would probably be
like the foregoing with the exception that the entire
contents of the can would be poured through the filler hole.
The term "indeterminate" has been used in some of the
descriptions when an attribute is unknown because of
incompleteness of the can or distortion through corrosion.
The soldering of the various parts of the can has not
been discussed in relation to the steps in manufacturing; it
has, however, been noted in terms of whether the can has been
hand-soldered as opposed to machine-crimped (Fig. 27, 26).
Soldering is a feature which varies from can to can; there
does seem to be some relationship between the way a can is
soldered and the name of the manufacturer (known from labels
on cans) but more data is needed to study and verify these
relationships. It is not certain, for example, whether the
soldering varies in thickness and expertise of application
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simply because the individual applying the solder was less
skilled or because different companies requested different
thicknesses of application from their workers. It is also
not known whether the cans which are marked with various
company labels were made at a separate location from where
the cans were being filled with the processed food, and if
so, to what extent this is related to the variety of
soldering found on the cans.
Seals, consisting of a blob of solder with a number
impressed in it, are found on twenty-five cans and can ends,
and are listed with each manufacturing type (Fig. 31). It is
not known to what these seals refer. However, it is more
probable that they relate to the lot number assigned to a
batch of products, rather than to the contents or quantities
contained in the cans. This is suggestd because of the
differences between the sizes of cans and the numbers on the
seals. The seals are usually located on the top end, near
the circumference of the can, but have also been found in the
centre of the top end and also on the bottom end.
Tins were painted after they had cooled from the
sterilizing process to prevent any occurrence of rusting.
There is a reference to the painting of tin cans (Drummond
and Lewis: 1939: 29) which notes that the 1852 Belcher
Expedition was supplied with tins painted blue by
J.H. Gamble, tins painted red by D. Hogarth of Aberdeen, and
tins painted white by Cooper and Aves. Thirty-seven of the
67 cans in the collection still indicated the colour they
were originally painted, including red or blue, and one
green. There are no tins in this collection painted white.
A printed label stating the nature of the contents was
later pasted on the cans. There are a number of cans in this
collection which still retain their labels (Fig. 11). In a
great many more cases, however, the labels are now gone, and
the paint worn away. There are not only cans with paper
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labels, but also cans with copper alloy labels, bearing
names such a D. Hogarth and Co., Aberdeen, and Rodel et
Fils, Paris, and ferrous metal labels bearing the name of
Fortnum and Mason Ltd., London (Fig. 12, 13, 14). These
labels were stamped from sheet metal, thus the letters
appear in a raised form, such as was noted earlier with the
can bodies and can bottoms. There are also a number of cans
which have labels made by stencilling to indicate the nature
of the contents. Stencils include: ROAST BEEF, PARSNIPS,
ROAST MUTTON, CARROT and OX CHEEK SOUP (Fig. 15-19).
The terminology used to describe tin cans is the same
when describing tin boxes, the difference being that the box
"body" is made up of four sides instead of a cylinder.
Because of the small number of boxes in the collection, the
manufacturing typology includes only one item in each type.
Each box is unique and its characteristics have been
described in the order of manufacture, beginning with how
many seams the box has, what kind of seams the box has, how
the bottom end has been attached, and how the can has been
filled and sealed. Because the number of boxes being
discussed is small, the information of marks and dimensions
has been included with each description instead of being
given in a separate table.
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Complete/Nearly Complete Tin Cans
Cylindrical-shaped
One-seamed, Lapped
Hand-soldered
Hermetically Sealed
Type 1: plain can body
plain top edge
plain can bottom
Variations:
I.

Exterior placement
One-piece construction
a. top end with a filler hole
and cap, plain: 7X2D4-2
D. top end with a filler hole
and cap, channelled:
7X2A1-2
c.

d.

t o p end w i t h a f i l l e r h o l e
and c a p , c h a n n e l l e d w i t h
an a i r v e n t i n t h e c a p :
7X2D25-3 ( F i g . 20)
t o p end i n d e t e r m i n a t e :
4X9A1-2, 14X1E2-1,
7X2D53-2, 7X2D27-2,
6X999A1-3, 7X2D2-2,
7X2D1-1, 7X2C4-1, 7X2C1-1,
7X2A6-2

Two-piece c o n s t r u c t i o n
e.
f i l l e r h o l e and c a p ,
p l a i n : 7X2D53-12
( F i g . 2 1 , 22)
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II. Interior placement

One-piece construction
a. top end indeterminate:
8X1A1-5
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Complete/Nearly Complete Tin Cans
Cylindrical-shaped
One-seamed, Lapped
Hand-soldered
Hermetically Sealed
Type 2: plain can body
plain top edge
indeterminate can bottom
Variations:
I.

Exterior placement
One-piece construction
a. top end with filler hole
and cap, channelled, with
air vent in cap: 7X2A1-14
b.

top end indeterminate,
with interior divider:
8X1A1-4 (Fig. 23 and 24)

Two-piece construction
c. top end with filler hole
and cap, channel
indeterminate: 7X999A1-1
II. Interior placement
One-piece construction
a. air vent near
circumference: 6X1H1-10

10

Complete/Nearly Complete Tin Cans
Cylindrical-shaped
One-seamed, Lapped
Hand-soldered
Hermetically Sealed
Type 3:

plain can body
plain top edge
stamped can bottom
Variations:
I. Exterior placement
One-piece construction
a.

top end with a filler hole
and cap: 7X2D2-3

b.

c.

top end with filler hole
and cap, plain, with air
vent in cap: 7X2D6-3
top end indeterminate:
14X2B3-2, 7X2D30-1,
7X2C4-2
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Complete/Nearly Complete Tin Cans
Cylindrical-shaped
One-seamed, Lapped
Hand-soldered
Hermetically Sealed
Type 4: stamped can body
plain can finish
indeterminate can bottom
Variation;
I. Exterior placement
One-piece construction
a. top end indeterminate:
7X2D6-4
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Complete/Nearly Complete Tin Cans
Cylindrical-shaped
One-seamed, Lapped
Hand-soldered
Hermetically Sealed
Type 5: plain can body
small lip projecting outward
(Fig. 25)
indeterminate can bottom
Variation;
I. Interior placement
One-piece construction
a. air vent, with catch
plate: 6X1F1-8
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Complete/Nearly Complete Tin Cans
Cylindrical-shaped
One-seamed, Lapped
Mach ine-crimped
Hermetically Sealed
Type 6: side seam with tab
plain can body
plain top edge
plain can bottom
Variation:
I.

Exterior placement
One-piece construction
a. crimped, not soldered, top
end with key tab opener on
can body at seam: 7X3A3-2
(Fig. 26)
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Complete/Nearly Complete Tin Cans
Cylindrical-shaped
One-seamed, Lapped
hand-soldered
Not Hermetically Sealed
Type 7: plain can body
plain top edge
plain can bottom
Variation:
I.

Exterior placement
Two-piece construction
a. flange formed with one
lapped seam; slip-on lid:
9X4A1-1 (Fig. 4)
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Complete/Nearly Complete Tin Cans
Cylindrical-shaped
One-seamed, Rolled
Hand-soldered
Hermetically Sealed
Type 8: plain can body
corrugated top edge
plain can bottom
Variations:
I.

Exterior placement
One-piece construction
a.

top end with air vent:
5X1A1-1, 7X2D53-9

b.

top end with filler hole,
and cap, channelled, with
catch plate: 13X1A2-1

c.

top end with filler hole
and cap, channelled, with
air vent: 6X3A1-6,
7X2D59-2, 7X2D17-1
top end with filler hole
and cap, with air vent in
cap: 7X2A33-2

d.

e.

top end indeterminate:
7X2D6-2, 5X1A1-2
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Complete/Nearly Complete Tin Cans
Cylindrical-shaped
One-seamed, Rolled
Hand-soldered
Hermetically Sealed
Type 9: stamped can body
corrugated top edge
plain can bottom
Variations:
I.

Exterior placement
One-piece construction
a. top end with air vent at
circumference 7X2D24-1
(Fig. 27)
b. top end indeterminate
7X2A5-1
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Complete/Nearly Complete Tin Cans
Cylindrical-shaped
One-seamed, Rolled
Hand-soldered
Hermetically Sealed
Type 10: plain can body
plain top edge
indeterminate can bottom
Variation:
I. Exterior placement
One-piece construction
a. top end with air vent
7X3A3-1, 8X1A1-15
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Complete/Nearly Complete Tin Cans
Cylindrical-shaped
Two-seamed, Lapped
Hand-soldered
Hermetically Sealed
Type 11: plain can body
plain top edge
stamped can bottom
Variations:
I. Exterior placement
One-piece construction
a. top end with air vent
and catch plate 7X2D53-5
(Fig. 28-30)
b. top end with filler hole
and cap, channelled,
with air vent in cap:
6X1H1-9, 6X1H1-12
c. top end with air vent:
d.

6X1H1-11, 7X2D7-8
top end indeterminate:
7X2D7-7, 6X1F1-9,
7X2D53-6, 7X2D53-7
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Complete/Nearly Complete Tin Cans
Cylindrical-shaped
Two-seamed, Lapped
Hand-soldered
Hermetically Sealed
Type 12: plain can body
plain top edge
plain can bottom
Variations:
I.

Exterior placement
One-piece construction
a. top end with
irregular-shaped filler
hole and cap: 7X2D53-10
b.

top end indeterminate:
7X2B1-4, 7X2B10-9,
7X2C9-1, 7X2D3-1,
7X2D7-6, 7X2D53-1
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Complete/Nearly Complete Tin Cans
Cylindrical-shaped
Two-seamed, Lapped
Hand-soldered
Hermetically Sealed
Type 13: plain can body
plain top edge
indeterminate can bottom
Variations:
I. Exterior placement
One-piece construction
a. top end with air vent
and catch plate:
6X1F1-10, 7X2D27-1,
7X2D53-13
b.

top end indeterminate:
7X2B14-1, 7X2D6-1,
7X2D53-8
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Complete/Nearly Complete Tin Cans
Conical-shaped
One-seamed, Lapped
Hand-soldered
Hermetically Sealed
Type 14: plain can body
plain top edge
indeterminate can bottom
(the small end of cone is the
filling and sealing end)
Variation:
I. Exterior placement
One-piece construction
a. top end with air vent in
the centre: 7X2C1-3
(Fig. 31)
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Complete/Nearly Complete Tin Cans
Elliptical-shaped
Two-seamed, Lapped
Hand-soldered
Hermetically Sealed
Type 15: plain can body
plain top edge
plain can bottom
Variations:
I.

Exterior placement
One-piece construction
a. top end with air vent
and catch plate:
7X2D7-5 (Fig. 32)
b. top end indeterminate:
7X2D7-4, 7X2D21-5
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Tin Can Ends
Cylindrical-shaped
Hand-soldered
Hermetically Sealed
Variations:
I. Exterior placement
One-piece construction
a. top end with filler hole and cap,
channelled with air vent in cap:
4X9A1-3, 6X5B1-2, 7X2D13-3, 7X2D14-1,
7X2D25-4, 7X2D25-7, 7X2D25-8, 7X2D60-1,
14X1A7-1
b.

top end with filler hole and cap,
channelled: 4X13A1-2, 8X1A1-16

c.

top end with air vent and catch plate:
7X2A47-2
top end with air vent: 6X3A1-1

d.
e.

top end with filler hole and cap,
plain, with air vent in cap: 4X9A1-4

f.

top end with filler hole and cap,
channelled with catch plate and air
vent in cap: 7X2D25-5

Two-piece construction
g. top end with lapped seam forming
flange, crimped to the end: 14X1A5-1
(Fig. 33)
Three-piece construction
h. one copper alloy and one ferrous metal
end soldered to a flange, underneath
one another; flange has a lapped and
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soldered seam: 7X2B12-5, 7X1A1-1
(Fig. 34, 35)
II. Interior placement
One-piece construction
a. top end with small lip projecting
outward, with soldered air vent:
7X2B10-3 (Fig. 36)
b. possible bottom end i.e. complete end
but with no evidence of filling and
sealing; flange does not form a right
angle with the top: 7X2D53-11
(Fig. 37)
c. top end with air vent near
circumference (can had a rolled seam,
other data incomplete): 6X3A1-5
Two-piece construction
d. top end has a flange with a lapped
seam, soldered to the top end; has a
handle at the circumference; has a
filler hole and cap, channelled, with
an air vent in the cap: 14X1D1-1
(Fig. 38-40)
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Tin Can Ends
Elliptical-shaped
Hand-soldered
Hermetically Sealed
Variations:
III. Exterior placement
One-piece construction
a. top end with a filler hole and cap,
plain, with a catch plate and air vent
in cap: 7X2D7-2
b. top end with air vent and catch plate:
7X2D25-2
IV. Interior placement
One-piece construction
a.

top end with projecting rim: 13X2A1-1
(Fig. 41, 42).
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Tin Boxes

Box Type 1
body:

at least two rolled seams (can is incomplete

bottom:

so that the exact number of seams is
indeterminate); the seams are not located at
the box corners; there are no markings on the
box body
indeterminate, but there are solder marks

top:

where the flange of the box bottom was
soldered to the body
two-piece construction; filler hole and cap;

6X1G1-2

flange soldered to box body
dimensions: length: 17.0 cm;
width: 17.0 cm;
height: 20.0 cm (incomplete)
(Fig. 43, 44, 45)

Box Type 2
body:
bottom:

two lapped seams at diagonally opposite
corners; trace of a copper alloy label
the box body is folded inward at the bottom,
the end pieces overlap on the exterior, and a
thin strip of metal is placed over this join

top:
7X2B8-1

and soldered
filling and sealing indeterminate
dimensions: length: 21.5 cm;
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width: 21.5 cm;
height: 18.5 cm (incomplete)
(Fig. 46, 47)

Box Type 3
body:

top:

7X2C1-2

one piece of sheet metal forms the two short
ends and the bottom by bending the two ends up
(Fig. 48, 50b); the two long sides are
separate sheets and are soldered and riveted
in place; the short ends have rivets in each
corner (Fig. 50c)
the top has a flange and was soldered on all
the sides (only three sides now remain
apparent); filler hole and cap located in one
corner (Fig. 49, 50a)
dimensions: length: 24.0 cm;
width: 12.0 cm;
height: 7.5 cm (complete)

Box Type 4
body:
bottom:
top:
7X2D7-1

four lapped seams at each corner; French metal
label (Fig. 51)
the bottom has a flange on all four sides,
soldered to the box body
filling and sealing indeterminate
dimensions: length: indeterminate;
width: 29.0 cm;
height: 23.5 cm (incomplete)
(Fig. 52)
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Box type 5
body:
bottom:

top:
7X2D53-3

one lapped seam, located at one corner
the bottom end has a flange which is made by
bending up the edges; exterior placement;
corners cut out (Fig. 53)
filling and sealing indeterminate
dimensions: length: 8.2 cm;
width: 3.9 cm;
height: 15.0 cm (incomplete)
(Fig. 54)

Box Type 6
body:

four rolled seams but not all located at the
corners (Fig. 55d, 56); each piece of
sheeting is a different size; there is a
stencil on the box body, "BACON" (Fig. 55c)

bottom:

the bottom end is made with a flange by
bending up the edges; exterior placement,
soldered (Fig. 55b)
two-piece construction, with flange soldered
to box body; filler hole and cap located in
the centre (Fig. 55a); the piece with the
flange has a reinforced rolled inner edge, to
which the piece having the cap and hole is
soldered (Fig. 55b)

top:

10X1A1-2

dimensions:

length: 32.0 cm;
width: 20.0 cm;
height: 43.0 cm (complete)
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S umma ry

The Arctic Salvage Project tin cans and tin boxes studied
according to the manufacturing processes described in the
introduction are summarized as follows.
The tin cans have been grouped into 15 types, and the
tin can ends into seven variations. The first seven tin can
types described have in common one lapped seam. Of these,
Can Type 6 is machine crimped and Can Type 7 is not
hermetically sealed.
Types 8, 9 and 10 have in common a single seam, but it
is a rolled instead of a lapped seam.
There are three can types of two-seamed cans (Type 11,
12 and 13); one conical-shaped type (Type 14) and one
elliptical-shaped type (Type 15).
The variations, based on the filling and sealing end are
described with each can type. The provenience numbers of the
specific cans are listed with each variation. There is a
table included in this report which gives the provenience
number, seal number, marks, paint colour, and dimensions of
each tin can.
Besides the types based on complete or partially
complete cans, there are four variations of tin can ends.
Although some are repetitions of ends found on complete cans,
they have been listed again separately as there are no
complete cans with which to associate them. As with the
whole cans, there is a table which gives the provenience
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number, seal number, marks, paint colour and dimensions of
each tin can end.
There are six tin boxes included in this study
representing six types. Like the tin cans they are made of
tinplate (i.e. tinned ferrous metal sheeting). The salient
points of manufacture are summarized as follows.
The number of seams used in the construction of the
boxes varies, as does the choice of a lapped or rolled seam.
The placement of the seams is also a variation, sometimes
being located at the corners and sometimes at the mid-point
between the corners. The flanges for the box bottoms are
generally made by bending up the outer edges. In one box,
Type 5, the corners are cut out and soldered (Fig. 53), and
in another, Type 4, they are folded over and soldered (no
photograph available).
There is one box which has been riveted as well as
soldered for some unknown purpose (Type 3 ) . This box has a
filler hole and cap located in one corner of the top end; two
other boxes are made of two-piece construction, and both have
a filler hole and cap located in the centre. The other three
boxes are indeterminate at the filling and sealing end.
There is the possibility that they were not hermetically
sealed.
Of the six tin boxes, only two are marked, one with a
yellow metal label (Fig. 51) and one with a black stencil,
reading "BACON" (Fig. 5 5c). The information of marks and
dimensions has been included with each description instead of
appearing in a separate table.
This description of manufacturing typologies for tin
cans and tin boxes is not meant to be complete and unaltered.
Rather, it is hoped that with future field seasons of the
Arctic Salvage Project, the typology can be augmented with
new data as it becomes available.
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Key to Tables

c
in
d
h
PL
STE
YML
FML
SOB
SOBE

complete
incomplete
diameter
height
paper label
stencil
yellow metal label
ferrous metal label
stamped on body
stamped on bottom end

Under the "Marks" column of the tables, the entries are
written, not as they appear on the can, but for brevity's
sake, simply with the name of the company and the contents.
Examples of exact labels are mentioned in the introduction
and are referred to throughout the report.

Table 1.

Tin Cans with Seal Numbers, Marks, Paint Colour and Dimensions

Provenience No.

Seal
No.

7X2D4-2 (in)

-

7X2A1-2 (in)

-

Mark

Paint
Colour

Dimensions in
Centimetres

YML

D. Hogarth & Co.

-

d.15.5; h.19.0 (in)

STE

...Beef

FML

Fortnum, Mason &

-

d.6.2; h.13.5 (in)

Co.
U)

7X2D25-3 (c)

-

-

-

d.6.4; h.8.2

4X9A1-2 (in)

-

-

-

d.11.0; h.13.0

14X1E2-1 (in)

-

-

-

d.7.6; h.9.0

7X2D53-2 (in)

-

YML

red

d.14.7; h.18.5 (in)

7X2D27-2 (in)

-

YML

-

d.14.6; h.20.3

6X999A1-3 (in)
7X2D2-2 (in)

-

YML

-

d.5.3; h.30.6 (in)
d.14.7; h.20.0

7X2D1-1 (in)

-

FML

D. Hogarth & Co.
Boiled Beef
D. Hogarth & Co.
Boiled Beef
D. Hogarth & Co.
Boiled Beef
Fortnum, Mason &
Co.

-

d.6.4; h.19.8 (in)

7X2C4-1 (in)

-

-

d.11.5; h.12.5

Table 1.

Tin Cans with Seal Numbers, Marks, Paint Colour and Dimensions (Continued)

Seal

Paint

Dimensions in

Provenience No.

No.

Mark

Colour

Centimetres

7X2C1-1 (in)

-

-

-

d.11.5; h.5.7

7X2A6-2 (in)

-

FML

-

d.6.3; h.17.6

7X2D53-12 (c)

-

FML

(possible) Fortnum,
Mason & Co.
Fortnum, Mason

-

d.6.0; h.20.5

& Co.
II
8X1A1-5
2. I

-

-

red

d.7.5; h.11.5

7X2A1-4 (in)

-

-

-

d.6.3; h.6.8 (in)

8X1A1-4
7X999A1-1

-

-

d.7.0; h.20.0 (in)
d.7.3; h.18.1 (in)

red

d.10.7; h.11.0 (in)

FML

Fortnum, Mason
& Co.

II
6X1H1-10
3.
7X2D2-3

3D

-

12

SOBE D. Hogarth & Co.

red

d.10.4; h.12.4

7X2D6-3

12

SOBE D. Hogarth & Co.

red

d.10.5; h.12.5

STE

Carrots

u>

Table 1.

Tin Cans with Seal Numbers, Marks, Paint Colour and Dimensions (Continued)

Seal
Mark

Paint

Dimensions in

Colour

Centimetres

Provenience No.

No.

14X2B3-2
7X2D30-1

-

SOBE D. Hogarth & Co.
SOBE D. Hogarth & Co.

red

d.15.1; h. (in)
d.10.5; h.11.2 (in)

7X2C4-2
4.

-

SOBE D. Hogarth & Co.

-

d.10.4; h.7.6 (in)

7X2D6-4
5.
6X1F1-8
6.

-

SOB

Fortnum, Mason & Co.

-

d.5.9; h.17.0 (in)

-

red

d.(in); h.10.7 (in)

-

d.7.5; h.3.5

-

-

d.5.4; h.30.2

STE

Carrots

blue

d.11.0; h.13.8
d.12.0; h.14.0

PL

Beetrod
-

blue
blue

d.13.0; h.19.3
d.11.1; h. (in)

-

blue
blue

-

7X3A3-2
7.

-

9X4A1-1
8.

-

5X1A1-1
7X2D53-9

-

13X1A2-1
6X3A1-6

91

7X2D59-2
7X2D17-1

91
91

'

d.11.1; h. (in)
d.11.0; h. (in)

Table 1.

Tin Cans with Seal Numbers, Marks, Paint Colour and Dimensions (Continued)

Provenience No.

Seal
No.

Mark

Paint
Colour

Dimensions in
Centimetres

7X2A33-2

40

-

blue

d.11.0; h. (in)

7X2D6-2

-

-

blue

d.10.5; h.13.0

5X1A1-2

-

-

-

d.13.1; h.21.5 (in)

9.
7X2D24-1

89

SOB

J.H. Gamble

-

d.10.8; h.12.9

7X2A5-1

-

SOB

J.H. Gamble

red

d.11.0; h.12.8

SOB

Cork
-

d.7.5; h.10.7
d.5.6; h.4.6 (in)

D. Hogarth & Co.
Roast Mutton
D. Hogarth & Co.
D. Hogarth & Co.

red

d.14.5; h.14.0

red
red

d.14.6; h.12.9
d.14.7; h.13.0

SOBE Illegible
SOBE D. Hogarth & Co.

red
red

d.14.5; h.14.2
d.14.6; h.14.1

10.
7X3A3-1
8X1A1-15

-

-

11.
7X2D53-5
6X1H1-9 (in)
6X1H1-12
6X1H1-11 (in)
7X2D7-8

39
39
6 or 9
100
-

SOBE
STE
SOBE
SOBE

Table 1.

Tin Cans with Seal Numbers, Marks, Paint Colour and Dimensions (Continued)

Seal

Dimensions in

Colour

Centimetres

Provenience No.

No.

7X2D7-7 (in)

-

SOBE D. Hogarth & Co.
STE Roast Beef

red

d.14.8; h.14.3

6X1F1-9 (in)
7X2D53-6 (in)

12
-

SOBE D. Hogarth & Co.
SOBE D. Hogarth & Co.

red
red

d.14.5; h.13.2
d.14.5; h.13.5

-

STE Parsnips
SOBE D. Hogarth & Co.
STE Rump Steak

red

d.14.7; h.14.0

7X2D53-10 (c)

-

YML

7X2B1-4 (in)
7X2B10-9 (in)

7X2D53-7 (in)

Mark

Paint

12.
Rue du Jardin Public... de Rodel & Fils Fres...

d.16.0; h.12.0

-

-

red

d.17.0; h.9.3
d.15.0; h.12.9

7X2C9-1 (in)
7X2D3-1 (in)

-

Roast Beef

red
red

d.14.5; h.14.5
d.14.8; h.14.2

7X2D7-6 (in)
7X2D53-1 (in)
13.
6X1F1-10 (in)

-

...LES
-

red
red

d.14.6; h.11.8
d.15.0; h.6.5

-

red

d.14.7; h.7.5

39

STE
STE

CO

Table 1.

Tin Cans with Seal Numbers, Marks, Paint Colour and Dimensions (Continued)

Provenience No.

Seal
No.

7X2D27-1 (in)

39

STE

Roast Mutton

red

d.14.6; h.14.0

100

STE

Rump Steak

red

d.14.5; h.12.8 (in)

STE
STE

Rum...
Ox Cheek Soup

red
red

d.7.5; h.14.5
d.14.9; h.9.2
d.14.9; h.10.0

-

-

conical top end:

7X2D53-13 (in)
7X2B14-1 (in)
7X2D6-1 (in)
7X2D53-8 (in)
14.
7X2C1-3

114

Mark

Paint
Colour

Dimensions in
Centimetres

6.0 x 7.3; h.28.0
bottom end: (in)
15.
7X2D7-5

-

7X2D7-4

-

7X2D21-5

-

STE

. . .ks
-

red
red
red

elliptical:
16.5 x 24.5; h.8.5
elliptical:
16.0 x 23.5; h.8.5
elliptical:
16.5 x 23.5; h.8.2

oo

Table 2.

Tin Can Ends with Seal Numbers, Marks, Paint Colour and Dimensions

Seal
No.

Mark

Paint
Colour

Dimensions i n
Centimetres

4X9A1-3

-

-

-

d.7.5

6X5B1-2

49

-

blue

d.10.5

7X2D13-3

-

-

red

d.5.1

7X2D14-1

33

-

red

d.10.4 (in)

7X2D25-4

137

-

red

d.14.7

7X2D25-7

-

-

-

d.8.3 (in)

7X2D25-8

-

-

d.6.3

7X2D60-1

20

blue

d.10.1 (in)

14X1A7-1
b.

-

-

d.14.3 (in)

4X13A1-2
8X1A1-16
c.
7X2A47-2

-

-

-

d.10.8
d.6.0

100

-

-

P r o v e n i e n c e No.
I.

a.

-

-

d.14.5

(in)
u>

Table 2.

Tin Can Ends with Seal Numbers, Marks, Paint Colour and Dimensions (Continued)

Seal
Provenience No.

Paint

Dimensions in

No.

Mark

Colour

Centimetres

-

-

-

d.5.5

-

-

red

d.12.8

23

-

red

d.10.3 (in)

d.
6X3A1-1
e.
4X9A1-4
f.
7X2D25-5

o

g.
14X1A5-1
h.
7X2B12-5
7X1A1-1
II. a.
7X2B10-3
b.
7X2D53-11
c.
6X3A1-5

-

YML

-

YML

40

-

-

d.5.5

Edward's Preserved
Potatoe
as above

-

d.11.5 (in)

-

d.11.0

-

-

d.16.0 (in)

green

d.7.5

-

d.10.9

hand written: Mul
-

Table 2.

Tin Can Ends with Seal Numbers, Marks, Paint Colour and Dimensions (Continued)

Seal
Provenience No.

Paint

Dimensions in

No.

Mark

Colour

Centimetres

37

-

red

d.11.0

red

elliptical:

d.
14X1D1-1
I. a.
7X2D7-2

-

illegible mark

33.3 x 22.0
b.
7X2D25-2

4^

-

hand written: No. 5 Mess

red

elliptical:
23.5 x 16.0

II. a.
13X2A1-1

-

-

-

elliptical:
13.0 x 10.1

H

42

1.

Plan and Cross-section Views of a Tin Can End, a Lapped
Seam, and a Rolled Seam: a, plan view of a tin can end
showing air vent, cap, channel (dotted line indicates
catch plate beneath the filler hole on the interior of
the can); b, the above description in cross-section; c,
cross-section of a lapped seam; d_, plan view of a lapped
seam; e, cross-section of a rolled seam; f_, plan view of
a rolled seam (shaded area indicates solder). (Drawing
by J. Mgtivier.)

4k
U>

44

2.

Tin Can Terminology: a, filler hole cap; b, air vent in
cap; c, top end (filler hole end); d, filler hole; e,
channel; f_, flange; g_, can body; h, lapped side seam; i_,
bottom end; j _ , flange. (Drawing by J. Me"tivier.)

45

7X2AI.I
0. Metivier-

46

3.

Plan View of a Top End and Cross-section of a
Cylindrical Tin Can: a, tin can end; b, channel; £,
filler hole cap; d, air vent; e, air vent; f_, filler
hole cap; g_, solder; h, tin can end; i_, can body; j_,
lapped seam; k, bottom end. (Drawing by J. Mgtivier.)

47

48

4.

Tin Can with Slip-on Lid (Not Hermetically Sealed):
9X4A1-1. (Photo by K. Chan.) RA-5046B

50

5.

An Example of the Shape of the Metal Needed to Make a
Conical Can. (Drawing by J. Mgtivier.)

52

6.

An Example of a Stamped Can Body with Maker's Name and
Place of Origin. Drawing Also Indicates a Corrugated
Top Edge. (Drawing by J. Mgtivier.)

53

54

7.

Tin Can with Corrugated Top Edge and Exterior View of a
Rolled Seam; 7X2D6-2.

(Photo by R. Chan.)

RA-5023B

55

8.

Tin Cart with Corrugated Top Edge, Opposite View to
Fig. 7: 7X2D6-2. (Photo by R. Chan.) RA-5022B

56

9.

Stamped Can Bottom with Company Named D. Hogarth of
Aberdeen: 7X2A2-4. (Photo by R. Chan.) RA-5015B

57

10.

Another Example of a Stamped Can Bottom with Company
Named D. Hogarth of Aberdeen: 7X2D7-2. (Photo by
K. Chan.) RA-5026B

58

11.

Remains of a Paper Label Indicated Product as
"Beetroot": 13X1A2-1. (Photo by R. Chan.) RA-5U48B

59

12.

Copper Alloy Label of Company Named D. Hogarth of
Aberdeen: 7X2D53-2. (Photo by R. Chan.) RA-5U31B

60

13.

Copper Alloy Label of Company Named Rodel et Fils,
Paris: 7X2D53-10. (Photo by K. Chan. ) RA-503b»B

61

14.

Ferrous Metal Label of Company Named Fortnura and Mason,
London: 7X99A1-1. (Photo by R. Chan.) RA-5044B

62

15.

Tin Can with Stencilled Label, Roast Beef: 7X2D3-1.
(Photo by R. Chan.) KA-5021B

63

16.

Tin Can with Stencilled Label, Parsnips: 7X2D53-6.
(Photo by R. Chan.)

RA-5U36B

64

17.

Tin Can with Lid Bent Back Exposing the Catch Plate.
Can. Has Stencilled Label, Roast Mutton: 7X2D53-5.
(Photo by R. Chan.) RA-5032B

65

18.

Tin Can with Stencilled Label, Carrots: 7X2D53-10.
(Photo by R. Chan.) RA-5038B

66

19.

Tin Can with Stencilled Label, Ox Cheek Soup: 7X2D53-8.
(Photo by R. Chan.) RA-5037B

67

20.

Tin Can Type 1, Variation Ic: 7X2D25-3.
K. Chan.) RA-5030B

(Photo by

68

21.

Tin Can Type 1, Variation Ie; Showing Top End:
7X2D53-12. (Photo by R. Chan.) RA-5040B

69

22.

Tin Can Type 1, Variation le; Showing Side Seam of
Fiange: 7X2D53-12. (Photo by R. Chan.) RA-5042B

70

23.

Tin Can Type 2, Variation lb, Showing Interior Divider:
8X1A1-4. (Photo by R. Chan.) RA-5045B

71

24.

Tin Can Type 2, Variation lb, Showing Cross-section
Drawing of Interior Divider: a, top end in plan view;
b, cross-section showing interior divider, lapped seam,
and exterior placement of both ends: 8X1A1-4. (Drawing
by J. Mgtivier.)

72

25.

Tin Can Type 5, Variation la, Cross-section of Tin Can
Showing Small Lip on Top End Projecting Over Can Body:
6X1F1-8. (Drawing by J. Mgtivier.)

73

26.

Tin Can Type 6, Variation la, Machine-crimped Tin Can
with Key Tab Opener: 7X3A3-2. (Photo by R. Chan.)
KA-5043B

74

27.

Tin Can Type 9, Variation la, Showing Rolled Side Seam
and Soldered Top End: 7X2D24-1. (Photo by R. Chan.)
RA-5029B

75

28.

Tin Can Type 11, Variation la, Overall View Showing Two
Side Seams and Lid Sent Back: 7X2D53-5. (Photo by
R. Chan.) RA-5035B

76

29.

Tin Can Type 11, Variation la, Showing Close-up of Side
Seam Soldering ilethod: 7X2D53-5. (Photo by R. Chan.)
RA-5033B

77

30.

Tin Can Type 11, Variation la, Showing Catch Plate
Soldered to Inside of Top End: 7X2D53-5. (Photo by
R. Chan.) RA-5034B

78

31.

Tin Can Type 14, Variation la, Showing Seal and
Soldered Air Vent on Top End of Conical-shaped Tin Can:
7X2C1-3. (Photo by R. Chan.) KA-5020B

79

32.

Tin Can Type 15, Variation la, Showing Two Lapped Seams
of Elliptical-shaped Tin Can: 7X2D7-5.
R. Chan.)

RA-5027B

(Photo by

80

33.

Cylindrical-shaped Tin Can End, Variation Ig,
Cross-section Showing Lapped Seam Forming Flange
Crimped To the End: 14X1A5-1. (Drawing by
J. M£tivier.)

81

34.

Cylindrical-shaped Tin Can End, Variation Ih: a, side
view showing lapped seam; b, plan view showing copper
alloy label; £, cross-section showing placement of
ferrous metal end underneath the copper alloy end:
7X1A1-1. (Drawing by J. Mgtivier.)

82

35.

Cylindrical-shaped Tin Can End, Variation Ih, Showing
Top End in Plan View: 7X1A1-1. (Photo by R. Chan.)
RA-5014B

83

36.

Cylindrical-shaped Tin Can End, Variation Ila, Showing
Interior Placement of Top End with Small Lip Projecting
Outward: 7X2B10-3. (Drawing by J. Mgtivier.)

84

37.

Cylindrical-shaped Tin Can End, Variation lib, Showing
Oblique Cross-section of Top End with Solder Between
Can End and Can Body: 7X2D53-11. (Drawing by
J. MStivier.)

85

38.

Cylindrical-shaped Tin Can End, Variation lid, Plan
View and Cross-section Drawing: a, plan view showing
filler hole and cap, the seal '37', and the little
handle on the circumference; b, cross-section showing
two-piece construction of the end (lapped seam forms a
flange); the dark solid area indicates the solder on
the outside of can to join the flange to the top end:
14X1D1-1. (Drawing by J. Mgtivier.)

86

39.

Cylindrical-shaped Tin Can End, Variation lid, Showing
Two-piece Construction and Solder Placement: 14X1D1-1.
(Photo by R. Chan.) RA-5050B

87

40.

Cylindrical-shaped Tin Can End, Variation lid, Showing
Interior of Top End with Channel and Filler Hole Cap:
14X1D1-1. (Photo by R. Chan.) KA-5051B

88

41.

Elliptical-shaped Tin Can End, Variation Ila, Drawing
of Exterior Placement of Solder Shown by Dark Area:
13X2A1-1. (Drawing by J. Mgtivier.)

89

42.

Elliptical-shaped Tin Can End, Variation Ila, Interior
View of Tin Can End Showing Body Wall, and Projecting
Kim on the Exterior Circumference: 13X2A1-1. (Photo by
K. Chan.) RA-5049B

90

43.

Tin Box, Type 1, Close-up of Exterior Rolled Seam:
6X1G1-2.

(Photo by R. Chan.)

RA-5012B

91

44.

Tin Box, Type 1, Interior View of Rolled Seam: 6X1G1-2.
(Photo by R. Chan.) RA-5011B

92

45.

Tin Box, Type 1, Oblique View of Box: 6X1G1-2.
by R. Chan.) RA-6156B

(Photo

0

L
46.

10 cm

J

Tin Box, Type 2, Interior View Showing Corner and
Flanges Which Are Folded at Right Angles and Would have
been Soldered to the Adjacent Box Walls: 7X2B8-1.
(Drawing by J. M€tivier.)

94

47.

Tin Box, Type 2, Exterior View of Corner: 7X288-1.
(Photo by K. Chan.) RA-5017B

95

48.

Tin Box, Type 3, Interior View Showing the End Walls
and Box Bottom Made of One Piece of Metal by Bending
the Two Ends Up: 7X2C1-2. (Photo by R. Chan.)
RA-5019B

96

49.

Tin Box, Type 3, Plan View of Box Top Showing Filler
Hole and Soldered Cap: 7X2C1-2. (Photo dy R. Chan.)
RA-5018B

Tin Box, Type 3, Possible Reconstruction:
a, plan view of box top with filler hole
and cap in one corner; b, cross-section
of box body, showing the overlapping of
the box ends (made with one piece of metal)
and the placement of the box top; c, view
of the box end, showing placement of
rivets: 7X2C1-2. (Drawing by J. Metivier.)
a
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b

c
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10 cm

98

51.

Tin Box, Type 4, Close-up of Metal Label; At Top Left
Hand Corner:
CONSERVES ALIM...
PROCEDES MASS...
EN FRANCE
At Bottom of Label from Left to Right:
FOURN(ITURES)...DES COLONIES
5 RUE...
PARIS
7X2D7-1. (Photo by R. Chan.) RA-5024B
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52.

Tin Box, Type 4, Overall View of Box (Flattened):
7X2D7-1. (Photo by R. Chan.) RA-5U25B
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53.

Tin Box, Type 5, Close-up of Bottom Flange with Corner
Cut Out: 7X2D53-3. (Photo by R. Chan.) RA-6U48B
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54.

Tin Box, Type 5, Overall View Showing Lapped Seam at
Corner and Bottom Flange: 7X2D53-3. (Photo Py
R. Chan.) RA-6047B
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55.

10 cm
_i

Tin Box, Type 6, Possible Reconstruction: a, plan view
showing two-piece construction, filler hole and cap
located in the centre; b, cross-section showing
reinforced rolled inner edge of two-piece top end, and
rolled-up edge of flange on can bottom; c, stencil of
the word, "bacon" found on side of box; d, plan view
showing location of the rolled seams: 10X1A1-2.
(Drawing by J. Mgtivjer.)
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56.

Tin Box, Type 6, Box Bottom Showing Rolled Seam at
Corner and Soldered Flange: 1UX1A1-2. (Photo by
R. Chan.) RA-5047B

