
U.S. Seamer 
Machine Set Up
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US Seaming Rolls
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Seamer Mechanical Inspection Check List

5



Seamer Mechanical Inspection Check List
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Seamer Tool Kit



Seamer Tool Kit



Pipe Wrenches



Socket Spanner Wrench



Hook Spanner Wrench



Knock Out rod seal 

Assembly Aid

85035024s001

To protect damage to 

seal by red arrow
Seal



85035025s001

Seal Expander Lifter lip seal 
Assembly Aid



85035044s001 & 85035045s001 Install / 
Removal of Lower Lifter lip seal

85035045s001

85035044s001



Knock out pad Wrench & Knock out rod Hgt. Adjust Wrench

85035124s001

85035127s001



Adapter & Spacer to aid Lower 
lifter spring force Adjustment

1- 85035107s001

2- 85035120s001



Under Cover Gassing ring clip

85035042s001



Under Cover Gassing support plate 85035050s001

85035042s001



85035014S001 Assembly aid – Install bearing 
to seaming roll



85035015S001 Assembly aid – Installing  
mechanical seal into cover



85035020S001 Assembly aid – Install lip seal 
to seaming turret



Seaming Roll Clamp
85035132s001



Tool Cover Seal
85035131s001



Use Dial Indicator Plate To / set up Hgt. of Seaming 
rolls



Seamer Alignment tools & Pin Hgt. Gauges

85035140s001 & 85035140s002



Pin Height Set-Up
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Level Can Plates
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The Can Plates elevation is adjustable by adding or subtracting shims under the Support 
Plate to raise or lower the Can Plates elevation to achieve the level of all can plates 
within ±0.025 mm (±0.001”). 

This adjustment must be completed before setting the drop-off, 0.25 mm or 0.010” 
from the seamer infeed conveyor.



Retern Cam Followers

29

Each Return Cam Follower assembly must be individually adjusted to provide 0.1 to 0.15 
mm (0.004 to 0.006”) running clearance between the Roller Lifter Cam and 
Lifting/Returning Cams.



Seaming Cam 1st Operation Seam test

To perform a 1st operation seam test, the seamer 
needs to be set to 2nd operation Off-Seam mode 
(Off-Seam in short). 

1. Loosen 6 bolts in red color

2. Rotate the Off-Seam adjustment pin half turn 

counterclockwise

3. Re-fasten 6 bolts. 

4. Run the machine in the jog speed only to 

perform the Off-Seam test. 

5. Reset back to On-Seam setting after the test 

before running the seamer in normal speed.



Seaming Cam 1st Operation Seam test

From Nick Brunette / Bill Good: The offseam does 
does not work properly

2nd op. Rolls are normally set at 0.010-0.012“ [.25-
.3 mm] from chuck & 1st op. are normally set at 
0.021“ – 0.022“ [0.53-.55 mm] from chuck

Note: CDL+ & CDL-W 2nd op. are normally set at 
0.013“ [0.33 mm] (might work)

Problem:

If 2nd op is set 0.012 “ [0.25 mm] or less, there are 

contact on the 1st operation seam check. Resulting 

in inaccurate 1st op seam check



Knockout/Cap Centering Cam Adjustment
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In order to remove or install the K.O. Cam, the seaming Cam must be removed. 

Rotate the cam counterclockwise to advance the Knockout Pads movement and rotate the cam clockwise to delay 
the movement.

Adjust the K.O. Cam radially until there is about 0.8 mm (0.031”) clearance between cover and Knockout Pad at 
discharge

Height Adjustment of Knockout Rods should be made before adjusting the Cap Centering and Knockout Cam. 



Seaming Chucks Set-Up
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All seaming chucks must be planed within 0.05 mm (0.002”) height relative to each other. Adjust the number of 
the shims to achieve this consistent Seaming Chuck elevation. 

Chuck flange also needs to be set at 0.1 to 0.15 mm (0.004-0.006”) below the Centering Ring

The total amount of shim 

thickness should be around 

1.68 mm or 0.066”. The 

number of shims is 

determined by the 

accumulated machining 

tolerance of all components

Do not install shims between 

the Seaming Spindle Spacer 

and the Seaming Chuck.



Seaming Lever Shaft axial Clearance & 
Seam Thickness Adjustments

34

The Running Clearance Adjustment Screw sets the Seaming Lever to the 
correct axial clearance that allows the Seaming Lever Shaft to turn freely 
without excessive axial end play. 

The seam thickness could be adjusted by loosening the Clamping screw, then 
turning two Seam Thickness Adjustment Screws in opposite direction evenly.



Seaming Lever Shaft axial Clearance & 
Seam Thickness Adjustments

Needs to be rework
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Tools Required 

1) 4 mm hex keys

2) 8 mm open wrench

3) 19 mm twelve-point box wrench

4) Feeler gauge

5) Indicator (0.02 mm/0.001”)

6) Loctite® 243, anti-seize., 

7) 85035020S001 Seal installation tool kit 
(Contains 85035021S001, 85035022S001, and 85035106S001)



Setting up Gear Train Backlash
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Setting up Gear Train Backlash
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Setting up Gear Train Backlash
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Knock Out Pad Height Adjustment
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The Knockout Pad height is adjusted by turning two jam nuts at the top of the rod. 
(Between lower key washer and top support ring) 12.9-13.1 mm – gives correct travel of 
knock out pad

Height Adjustment of Knockout Rods should be made before adjusting the Cap Centering 
and Knockout Cam.

Adjust the K.O. Cam radially until there is about 0.8 mm (0.031”) clearance between 
cover and Knockout Pad at discharge



Setting Internal Positive Pressure
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The control pressure should be set at 1 kPA or 4” of H2O initially. Do not 
exceed 1.2 kPa or 5” of H2O maximum at the pressure regulator for any 
reason. (Excessive pressure can cause oil leak or possible seal damage)

This pressure must remain on all the time when the seamer is in the 
normal operation, wash down, CIP, or even when the seamer is completely 
shut down with power off.



Under cover Gassing Pressure
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The initial pressure should be set at 2.5 kPa. Adjust the pressure up or 
down to optimize the TPO and CO2 consumption. See Filler Service 
Module manual for more details.

Bubble Breaker Pressure

The Bubble Breaker Control is integrated into the Filler Service Module. It 
is also integrating the wash-in-place function. The initial pressure should 
be set at 180 kPa. Adjust the pressure up or down to optimize the TPO and 
CO2 consumption. 



Seaming roll lubrication

42

The re-lube window is 72 hours of operation or after 
washing down, which ever occurred first. One shot of 
suggested lubricant by using the standard duty manual 
grease gun for each seaming roll. 

Apply grease gently manual grease gun with NLGI 00 or 
0 food grade grease to lubricate the Seaming Rolls at the 
grease fitting on the Seaming Lever. (Cassida grease)

Clean up the excessive grease and the used grease 
discharged from relief port. Rotate the seaming roll by 
hand after charging the grease to distribute grease 
evenly and verify the seaming roll is not locked by over 
pressured grease. I



Service Format 
Parts Cart



Thank You

44


