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1. Introduction 

1.1 General Information 

This manual is based upon the most up-to-date information available at the time published. 

However, the descriptions, illustrations, and texts contained in this manual may differ slightly 

from your machine due to the continuous improvement of the design. 

KHS reserves the right to make design changes for the machine described in this manual 

without incurring any liability for altering or updating machines sold prior to the time these 

improvements were made. 

1.2 Contact Information 

KHS USA, Inc. 

880 Bahcall Court 

Waukesha, Wisconsin 53186 

Telephone:  + 1-262-797-7200 

Email for parts order:   

Website:  https://www.khs.com/ 

1.3 Important Information 

Do not operate or perform any maintenance on the machine until reading this manual in its 

entirety. Operator and maintenance staff must understand all of the material presented in this 

manual. 
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2. Safety 

 

2.1. General Information 

This section contains the general safety information that must be observed during installation, 

operation, change-over, as well as maintenance and service. Read this section thoroughly 

before operating or performing any work on the seamer. 

2.2. Safety signs used in this manual 

These safety signs utilized throughout this manual provide safety instructions regarding 

different dangerous conditions.  

 

 

• Indicates a hazardous situation that, if not avoided, will result in serious injury or death. 

• It is used in the most extreme situations. Highest attention required. 

 

 

• Indicates a hazardous situation that, if not avoided, could result in serious injury or 

death. 

 

 

• Indicates a hazardous situation that, if not avoided, could result in minor or moderate 

injury. 

• Signal Words for Non-Hazard Alerting Safety Messages. 

 

 

• Indicates information considered important but not directly hazard related (e.g., 

security, hygiene, equipment or property damage). 

• Signal Words for Instructional Safety Messages. 
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3. Specifications 

3.1. General Information 

This section contains the information for identification and use of the seamer, such as 

labeling, application and technical data. 

3.2. Operation environment 

Seamer is designed to be operated at the following ambient conditions. 

Ambient temperature 15 - 50°C / 59 - 122°F  * 

Relative humidity 10 - 92% 

Table 3-1: KHS TK250 Seamers operation environment 

   

 

*Optional heater required for seamer to operate below 18°C / 64°F 

 

3.3.  Technical specifications 

3.3.1. General Specifications    

Model Number TK250/4 TK250/6 

Footprint (W x L) 1200 mm x 1120 mm 

Machine Max. height 2220 mm 

Transport height 2100 mm 

Noise level 85 dB(A) 

Can Feed Line Elevation 1250 ± 25 mm, 49.25 ± 1 inch 

Gross Weight (less guarding) 2100 Kg, 4620 lbs 2200 Kg, 4840 lbs 

Table 3-2: KHS TK250 Seamers general specifications 

3.3.2. Mechanical Specifications 

No of Seaming Heads 4 6 

Maximum Speed 24,000 cph, 400 cpm 36,000 cph, 600 cpm 

Minimum Speed 5,000 cph, 83 cpm 7,500 cph, 125 cpm 

CIP Speed 1,800 cph, 30 cpm 2,700 cph, 45 cpm 

Min Closure Outside Diameter 50 mm, 200 

Max Closure Outside Diameter 75 mm, 211 

Max Aluminum Closure Material 

Thickness 0.24 mm, 0.0094 inch 

Max Steel Closure Material Thickness 0.21 mm, 0.0083 inch 

Min Container Diameter 52 mm, 202 

Max Container Diameter 83 mm, 307 73 mm, 300 

Min Container Height 60 mm, 2.375 inch, 206 

Max Container Height 210 mm, 8.27 inch, 804 

Table 3-3: KHS TK250 Seamers mechanical specifications 
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3.3.3. Electrical Specifications 

Model Number TK250/4 TK250/6 

Electrical Protection IP 65 

Primary Power 460/3/6, 380/3/50 

Secondary Power 110/60 

Control Power 24VDC 

Power Draw (TBD) Amps (TBD) Amps 

Table 3-4: KHS TK250 Seamers electrical specifications 

3.3.4. General Arrangement/Floor Plan 

 

 

Figure 3-1: KHS TK250 Seamers general arrangement/floor plan 
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4. Installation 

 

4.1. General Information 

This section provides general installation instructions for the Seamer. Please read all 

information before uncrating the Seamer. A general arrangement/floor plan layout (Section 

3.3.4) provides location for all components. Installation procedures are prepared in 

sequence. Installation of the Seamer and its supporting components must be approved by a 

KHS Field Service Department. If you order your seamer as a part of KHS filler Monobloc, 

your seamer has been preinstalled on the filler/seamer common base. 

4.2. Lifting and moving 

4.2.1. Forklift 

Minimum capacity of 5,000 kilograms or 11,000 lbs. and 1.5 meters or 5 feet minimum 

fork length is required to lift the seamer alone without the filler.  Ensure load is centered 

and even. Guard doors around the floor level need to be removed, and additional spacer 

blocks may be required between the forks and seamer table bottom cross beams to 

avoid contact of seamer components located below the lifting points.  Avoid contact 

between forks and the Seamer outer guarding to prevent damage. 

4.2.2. Crane 

Minimum capacity of 5,000 kilograms or 11,000 lbs. for the crane, and 2000 kilograms or 

4,400 lbs. capacity per chain or belt, 3 chain or belt required, are required to lift the 

seamer only. Attach three lifting eyebolts to the M16 holes on the Top Housing of the 

seamer, and use 3 equal length chains or belts with minimum 1 meter of the length. 

Check Filler manual for lifting filler and seamer together. 

  

To lift filler and seamer complete assembly, check filler lifting instructions in filler 

manual. 

 

4.3. Leveling 

Your KHS TK250 seamer is pre-connected and leveled with KHS DVD-C filler in the 

factory. The installation location might have different draining gradient. Both filler and 

seamer are required to be re-leveled once they are set in the position. 

To level the seamer and the filler, adjust the leveling pads and observing the position of 

the bubble indicator using machinist’s level placed on the filler/seamer main frame and 

infeed conveyor as adjustments are made. The seamer level should be held within 0.17 

mm/m (0.002 inches/foot). 
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4.4. Connections 

Most of the seamer utilities like compressed air, CO2, water, and electricity are pre-

connected to the filler service module and main electrical console at the filler side in 

the factory. The end users only need to connect the soap water line for can transport 

lubrication. There are three 8 mm (5/16”) hose barb connections for soap water 

located at the bottom side of the seamer infeed conveyor. KHS also recommend an 

additional soap water dispenser the seamer discharge conveyor and another dispenser 

to seamer infeed conveyor chain. These two connections are 6 mm plastic tubing. 

 
Figure 4-1: Soap water connections locations 

 

4.5.  Commissioning 

Before power up, check following. 

• Check mains voltage: Measure mains voltage and verify with the specifications in 

section 3.3.3. Electrical Specification. 

• Verify the oil level in the oil reservoir and Automatic Lubrication Pump is between 

high and low mark. Add oil per specification on section 5.15. if needed. 

Once the voltage is confirmed, power up the machine control, and check following. 

• Check Oil Filtration Pump motor and Automatic Lubrication Pump motor rotation. 

Each pump is equipped with a pressure gauge. The pressure should rise within 30 

seconds. If it does not rise in 30 seconds, two phases on the main input need to be 

reversed.  

• Check emergency stop buttons are functional.  

• Check all filler/seamer guarding interlock switches are functional. 

• Verify all Seaming Chucks have not visible defects. 
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• Verify all Seaming Rolls are rotating easily. 

• Verify both 1
st

 and 2
nd

 operation seam setting per lid manufacturer’s specification. 

• Verify the Lifter Spring pressure per can manufacturer’s specification. 

• Verify the Pin Height per can manufacturer’s specification. 

• Verify all can/lid transport parts setting per section 6. 

• Check Lifting Station deflection. Be sure the Lifting Station is not stick at the down 

position. 

• Remove all can/lid and tools from the machine. 

• Rotate the seamer by hand wheel for one complete revolution of the seaming 

turret, and listen to any unusual metal hitting noise. If any noise is heard, it must be 

investigated and eliminate the cause. Also observe the seaming rolls at the same 

time. None of the seaming rolls should be rotating during the hand wheeling. If any 

seaming roll is rotating, the seam setting needs to be re-verified and reset.  

After completed the above checking, the seamer is ready for the operation.  
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5. Machine Functional Description 

 

5.1. General Information 

The can seamer seams cans by rotating cans at the seaming stations. An assembled can with 

lid is held between a seaming chuck and a lifting plate. The assembly rotates while seaming 

rolls forming the seam. In order to seam a lid to a can, the seamer also performs additional 

functions.  

• Synchronizes with filler 

• Transports filled cans from filler to seamer 

• Separates lids from its stack to an individual lid 

• Evacuates oxygen from the head space of filled cans 

• Assembles the filled can with lid (cap) 

• Performs the 1
st

 and 2
nd

 operation seaming 

• Provides a tie end for discharge conveyor 

A programmable logic controller (PLC) controls and monitors the can seamer. A human 

machine interface (HMI) presents information to an operator about the state of a process. 

The HMI also allows the operator to accept and implement control instructions. 

KHS TK250 seamers features 4 or 6 seaming stations for beer, beverage, and cannery 

applications at a speed up to 400 or 600 cans per minute or 24,000 or 36,000 cans per hour.  

 

Figure 5-1: KHS TK250 Seamer connected to KHS Innofill Can C filler 
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5.2. Machine general arrangement 

 

Figure 5-2: KHS TK250 Seamers General Arrangement 

 

Figure 5-3: KHS TK250 Seamers General Arrangement 

5.3. Table Assembly 

The seamer table is the foundation or base of the machine. It supports all the parts above 

the top surface and below the bottom surface of table plate. The table top sloped surface 

ensures the water and product run off. Above the top surface, the table supports the 

elevating columns, top housing, can feed drive, can feed/gassing turret, seaming turret, and 

discharge turret. The table bottom surface supports main drive, gear train, lubrication 
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system, and seamer legs. It is crucial to keep table datum leveled to reduce vibration, noise, 

and maximize the service life of components. 

 

Figure 5-4: KHS TK250-4 Seamer Table Assembly 

5.3.1. Seamer Table Frame 

The Seamer Table Frame is constructed with high corrosion resistant material for wash 

down environment. All mounting surfaces, bore diameters, and positions are precisely 

machined to provide the high accuracy locations for seamer components. Alternation of the 

seamer table frame will infringe the function and accuracy of seamer. There are two 

removable lower beams for service access. These two beams must be re-attached after the 

service work is completed. 

 

Figure 5-5: Table Cross Beam position 

The beam in front of the Oil Filtration Panel is installed with the vertical plate face upward. 

This beam is designed as a forklift lifting point. Once the seamer is moved to the installation 

position, this beam should to be flipped the vertical plate to face downward. This allows the 

Oil Filtration Panel to swing out for filter change if your oil filtration unit is located in this 

area. 
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5.3.2. Main Drive Assembly 

Main Drive unit consists of a main drive motor, gear reducer, hand wheel attachment shaft, 

and the mounting structure. The mounting plate is used to adjust the appropriate gear 

backlash and alignment for the Main Drive Pinion. The Main Drive Motor provides the 

power for the seamer. It is synchronized with filler. The Gear Reducer optimizes the Main 

Drive Motor efficiency and RPM. This unique gear reducer also provides the second input 

shaft located 180° from the main input shaft which is coupled with Main Drive Motor. This 

shaft is for a removable hand crank to rotate the seamer manually during setup and 

adjustment. 

 

Figure 5-6: Main Drive Assembly 

5.3.3. Gear Train Assembly 

KHS TK250 Gear Train is designed with lubrication free material. The use of helical gears 

with a medium size gear transverse module provides the balance of strength and quiet 

operation. This seamer is fully gear driven. There is no concern of broken belts or chains 

which would cause severe damage to the seamer. 

 

Figure 5-7: Gear Train Identification 
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5.4. Top Housing Assembly 

The Top Housing Assembly includes Top Housing frame parts and service covers. Inside the 

top housing are the Elevating Mechanism, Seaming Cam Assembly, and Knockout Cam 

Assembly. The lid Separator Drive Unit is also mounted at the front wall of the Top Housing. 

 
Figure 5-8: Top Housing Assembly 

5.4.1. Top Housing frame parts and service covers Assembly 

The Knockout Cam, Seaming Cam and Elevating Mechanism are housed inside the lower 

level of the Top Housing. The lower level of top housing contains oil inside while the 

upper level of the Top Housing remains dry. The Elevating Mechanism is located at the 

upper level of the Top Housing. Service Cover #1 provides tool-less easy access for the 

Off-Seam check. Service Cover #2 provides access to the seam adjustment and service 

for the Upper Seaming Turret. Service Cover #3 is only used for major overhaul for the 

Seaming Cam and Knockout Cam removal and installation. Besides housing the internal 

components, the Top Housing also provides the mounting places for the Under Cover 

Gassing Manifold, Separator Drive Unit, Lid Feed Assembly, air supply, oil supply, and 

electrical cables. 

 
Figure 5-9: Top Housing 
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5.4.2. Elevating Mechanism Assembly 

The seamer top housing and all components within the top housing are moving up and 

down by cranking the single height adjusting screw. All three columns have the same 

mechanisms inside that were precisely leveled in the factory prior to shipping. For any 

reason, if the chain is removed, the top housing must be re-checked and adjusted to 

assure the top housing is level and parallel to the seamer table datum. When adjusting 

the level of the top housing, the housing movement must be finalized with the upward 

movement to prevent the backlash of the mechanism. Each column adjustment motion 

needs to be finished in the upward direction to remove backlash.  

Each column is equipped with a grease fitting which could be accessed from Top 

Housing top cover. One shot of No. 2 EP grease should be applied every 3 months to 

keep the mechanism well lubricated and prevent binding. It is also recommended to 

manually apply the same grease to the roller chain of the elevating mechanism. 

 
Figure 5-10: Elevating mechanism 

 

The top housing collects the used oil. Used oil must return to the oil filtration tank 

located under the seamer table through the oil return port at the front right side column 

near the cover separator.  
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5.4.3. Seaming Cam Assembly 

Seaming cam controls the movement of the 1
st

 operation and 2
nd

 operation seaming roll 

movements that form the double seam. By rotating the Off-Seam mechanism 180° the 

seaming cam could be set at Off-Seam or On-Seam position. This is set at the On-Seam 

position when the machine is shipped from the factory for the normal seaming 

operation, which allows the seamer to perform both 1
st

 and 2
nd

 operation seams.  

To perform a 1
st

 operation seam test, loosen 6 bolts “A” half turn and rotate the Off-

Seam adjustment pin half turn counterclockwise, and then re-fasten 6 bolts. Run the 

machine in the jog speed ONLY to perform the 1
st

 operation seam test. Reset back to 

On-Seam setting after the 1
st

 operation seam test before running the seamer in normal 

speed. 

  

Running seamer in normal speed with Off-seam setting could result the damage to the 

seaming cam. 

 
Figure 5-11: Seaming Cam 

5.4.4. Knockout Cam and Cap Centering Cam 

This radial cam controls the movement of the Knockout Pad vertical movement which 

allows the Knockout Pad to contact and control the motion of the cans and lids to keep 

cans stand up straight during makeup. It also ejects the seamed can from the seaming 

chuck after the 2
nd

 operation seam operation. The timing of the cam could be adjusted 



 

- 15 - 

 

by loosening the 3 bolts holding each half of the cam and rotating each half of the cam 

independently to advance or delay the movement of the Knockout Pads. 

 
Figure 5-12: Knockout and Cap Centering Cams 

5.4.5. Under Cover Gassing Manifold Assembly 

The Under Cover Gassing Manifold is mounted below the bottom surface of Top 

housing. The manifold provides the connecting point for the CO2 supply hose and directs 

the CO2 gas into the Manifold Ring. The Manifold Ring allows the CO2 gas to be 

discharge to the head space of incoming unsealed cans through the gassing turret at the 

correct timing. Three compression springs exert the downward force to ensure the 

manifold ring is properly in contact with the gassing turret to minimize the CO2 lost. The 

amount of CO2 distribution is controlled by the regulator located on the filler service 

module. The bearing holder above the gassing manifold houses a permanently 

lubricated bearing that supports the upper end of the Can Feed Turret. 

 
Figure 5-13: Gassing Manifold Assembly 
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5.4.6. Separator Drive Unit 

The cover separator is driven by a slave servo motor which is following the master 

encoder of the filler/seamer. The motor continuously rotates one revolution per can 

when the seamer is running. The motor is attached to the mounting bracket fastened to 

the front face of the top housing. The driveshaft transmits the rotating motion to the 

cover separator below the motor. The drive shaft is un-guarded beside the machine 

guarding surround the filler/seamer. For the operator and maintenance personnel’s 

safety, machine will not run when the guard doors are open.  

 

Figure 5-14: Separator Drive Assembly 

 

Do not alter control program or bypass machine interlock switches of the safety feature. 

The turning shaft could result injury when the safety feature is overrode.  

5.5. Can Feed/Gassing Turret Assembly 

The Can Feed/Gassing turret has dual functions. It accelerates the cans from the feed chain 

pitch to the seaming turret pitch. It also performs the undercover gassing function to 

evacuate the oxygen in the head space of filled can. Can feed turret is driven from the gear 

train located below the seamer table. It is synchronized with the seaming turret and feed 

chain through the same gear train.  

5.5.1. Can Feed Star Column Assembly 

Can Feed Star Column is mounted on the top of the seamer table. It supports and drives 

the can feed/gassing star which controls the cans in makeup position with the covers. 
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Prior cans pick up covers at the 90° position of the seaming turret; a controlled amount 

of CO2 is released over the top of the open cans at the tangent point of the can feed star 

and seaming star. Once the lid is placed on the can, the CO2 gas is shut off and the can 

and cover assemblies are held tight with the Lifting Stations and Knockout Pads. The CO2 

trapped inside the can head space and product will be retained.  

There are two permanently lubricated bearings supporting the Can Feed Star Shaft 

inside the Can Feed Star Column. The Can Feed Star Hub is slip fit over the shaft, and it 

will move along with the Upper Turret Housing vertically when changing the pin height 

of the seamer. A light coat of No. 2 food grade grease is recommended between the hub 

and the shaft to prevent the surface galling.  

Four bolts are used to hold the Can Feed Star to the hub. To adjust the timing of the Can 

feed Star, loosen these four bolts and the star position can be easily advanced or 

retarded to match the seaming star position. 

 
Figure 5-15: Can Feed Star Column Assembly 

The Can Feed Star Shaft is un-guarded beside the external machine guarding 

surrounding the filler/seamer. For the operator and maintenance personnel’s safety, the 

machine will not run when the guard doors are open. 

 

Do not alter control program or bypass machine interlock switches of the safety feature. 

The turning shaft could result injury when the safety feature is overrode. 
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5.6. Lower Seaming Turret Assembly 

The Lower Seaming Turret Frame Assembly houses the Lower Lifters, Return Cam Follower 

assemblies, Lower Lifter Drive gear, and the Center Shaft. A hollow shaft is bolted on the 

top surface of the Lower Seaming Turret Frame which is supporting the Upper Seaming 

Turret. This allows the Upper Seaming Turret to slide vertically during the can height or pin 

height adjustment.  The Hollow Shaft also provides the fixed mounting location for the 

Lower Seaming Star. There is no adjustment required for the Lower Seaming Star. The 

Seaming Turret is driven by a gear mounted at the bottom of the Lower Seaming Turret 

Frame, which synchronizes the Seaming Turret and all other parts of the seamer. The center 

Shaft is driven by an Intermediate Gear set, and the Center Shaft has two gears attached. 

The lower gear drives the Lower Lifters, and the upper gear drives the Seaming Spindles. 

Lower Lifters and Seaming Spindle rotate at the same speed and direction. The center Shaft 

and the Hollow Shaft also provide the oil passage from the Upper seaming Turret to the 

Lower Seaming Turret.  

 
Figure 5-16: Lower Seaming Turret Assembly 

5.6.1. Lower Seaming Turret Frame Assembly 

The Lower Seaming Turret Frame parts include Lower Seaming Turret Top, Lower 

Seaming Turret Bottom, Lifter Drive Gear, Center Shaft, Hollow Shaft, Lower Turret Seal, 

Seal Ring, and Seal Covers. These frame parts provide the rigid mounting for the Lower 



 

- 19 - 

 

Lifters, bearings, and other components.  All components within the Lower Seaming 

Turret could be removed or adjusted while the seamer is installed in the field.  

 
Figure 5-17: Lower Seaming Turret Frame 

5.6.2. Lower Lifters Assembly 

Lower Lifters provide precise vertical movement which raise and lower the cans at the 

makeup and discharge area. The movement and the timing are controlled by the 

Lifting/Return Cams. The Lifter Gears are driven from the Lifter Drive Gear mounted on 

the Center Shaft that rotates the top half of Lower Lifter Assemblies. The rotation 

motion is further transmitted to the cans that rotate during the seaming process.  

The Lifter Plate Springs pressure is adjustable. The compression pressure increase when 

turning the spring pressure adjustment screw clockwise. The spring pressure must be 

adjusted according to the can manufacturer’s specifications to assure the proper 

finished seam body hook. 

The Can Plates elevation is adjustable by turning the Support Plate clockwise to raise or 

counter-clockwise to lower. This adjustment is used set the drop-off, 0.25 mm or 0.010”, 

from the seamer infeed conveyor. Each turn of the support plate will raise or lower Can 

Plate 1 mm or 0.039”.  
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The Lower Lifter assemblies are lubricated with oil as a part of the automatic lubrication 

system. Periodic manual re-lube is not required. 

 

Figure 5-18: Lower Lifter Assembly 

5.6.3. Return Cam Followers Assembly 

The Return Cam Follower is mounted at the bottom of the Linear Slide-Lower which 

pulls the Lower Lifter down to the low position during the discharge.  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.  

 

 

Figure 5-19: Return Cam Followers Assembly 
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5.6.4. Lifting/Returning Cams 

There are three sections of this cam, Lifting section or Make-up section, Return section 

or Discharge section, and removable section. Each section is located with one dowel pin 

and aligned with the inner bore of the cam. The removable section could be easily 

removed in order to access the bolts fastening the other two sections of the cam.  

 
Proper timing for the Knockout Cam/ Cap Centering Cam to Lifting/ return cam is crucial 

to minimize the potential can wrinkles and damage. It will require adjusting the 

Knockout Cam/ Cap Centering Cam in order to prevent the can wrinkles. Lifting/ return 

cam is not adjustable. 

 
Figure 5-20: Lifting/Returning Cams 

5.7. Upper Seaming Turret Assembly 

Upper Seaming Turret includes the most important mechanisms that perform the seaming 

operations. All components in this assembly are machined with high tolerances in order to 

hold the critical seam specifications. Do not alter or re-machine any components in the 

Upper Seaming Turret without OEM pre-approval. 

 
Any unauthorized alternation could cause out of specification seam, which could result in 

large amount of product lost. Consult with OEM prior to making any modification. 

 

Figure 5-21: Upper Seaming Turret Assembly 
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The Upper Seaming Turret Assembly includes the following six major sub-assemblies. Upper 

Seaming Turret Frame, Seaming Spindle, Seaming Lever-1
st

 Operation, Seaming Lever-2
nd

 

Operation, Knockout Rod, and Knockout Carrier assemblies. 

5.7.1. Upper Seaming Turret Frame Assembly 

The Upper Seaming Turret Frame supports the Seaming Spindles, Seaming Levers, 

Knockout Carrier assemblies, and spindle drive gear. It is supported by the Top Housing 

through the Upper Seaming Turret Bearing located inside the Seaming Turret Plate. The 

Seaming Turret Hub connects the Upper Seaming Turret and Lower Seaming Turret 

Hollow Shaft. It also provides the fixed position mounting surfaces for format 

parts/change parts like the Seaming Chuck Ring and the Upper Seaming Star.  

 

Figure 5-22: Upper Seaming Turret Frame Assembly 

5.7.2. Seaming Spindle Assembly 

The Seaming Spindles are mounted inside of the Upper Seaming Turret with the bottom 

end protruding from the bottom surface of Upper Seaming Turret. All spindles within 

the seaming turret are driven by the Spindle Drive Gear located at the center of the 

Upper Seaming Turret. Each spindle is supported by two ball bearings; one at the top 

end of the spindle supporting the radial load and the other mounted below the gear of 

the spindle which forms a simple support to resist the radial and axial load from the 

seaming operation.  

A mechanical seal is housed by a Seal Cover which is also functioning as a bearing holder 

to maintain the Seaming Spindle Assembly at the design height position. Below the 

Mechanical Seal, there are a group of shims in various thicknesses. The total amount of 

shim thickness should be around 1.25 mm or 0.050”. The amount of shims is 
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determined by the accumulated machining tolerance of all components. Adjust the 

number of the shims to achieve the consistent Seaming Chuck elevation within 0.05 mm 

or 0.002”. All shims should be installed above the Seaming Spindle Spacer. They should 

not be located between the Seaming Spindle Spacer and Seaming Chucks. 

 

Install shims between the Seaming Spindle Spacer and Seaming Chucks might cause 

shims to be ripped during the tightening of Seaming Chucks that could cause the metal 

contamination of the products.  

 

Figure 5-23: Seaming Spindle Assembly 

There are two bronze bushings located inside the Seaming Spindle bore. These two 

bushings guide the Knockout Rod keeping it in the center of the spindle. The clearance 

between the bushings and the Knockout Rods should be between 0.22 to 0.34 mm or 

0.009 to 0.013” when new. 

5.7.3. Seaming Lever Shaft-1
st

 Operation Assembly 

The Seaming Lever Shaft transmits the motion from the Cam Follower, located at the 

top of the Seaming Lever Shaft, to the Seaming Lever at the bottom of the Seaming 

Lever Shaft where the seaming roll is mounted. The Cam Follower movement is 

controlled by the 1st operation seaming cam track (upper cam track of the Seaming 

Cam). This mechanism also provides the adjustment for seam thickness and the running 

clearance between Seaming Lever and Seaming Cam Lever. 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 
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could be adjusted by loosening the Clamping screw, then turning two Seam Thickness 

Adjustment Screws in opposite direction evenly.

  

Figure 5-24: 1
st

 Op seaming lever shaft Figure 5-25: 2
nd

 Op seaming lever shaft 

5.7.4. Seaming Lever Shaft -2
nd

 Operation Assembly 

See notes in Seaming Lever Shaft-1
st

 Operation Assembly section. 

5.7.5. Seaming Lever-1st and 2nd Operations Assembly 

Seaming Lever supports the Seaming Roll Mounting Assembly and transmits the motion 

from the Seaming Lever Shaft to the Seaming Roll. It also provides the lubrication 

passage for the Seaming Roll. The Flat Head Screw, grease fitting, and Grease Relief 

must be fastened and secured with Loctile® 243. Excessive grease might appear at the 

Greased Relief surface. Clean this area thoroughly after re-lubrication of Seaming Rolls 

to prevent product contamination. 

 

Failure to apply Loctile® 243 when fastening the Flat Head Screw, grease fitting, and 

Grease Relief could result the unexpected separation of the components and cause 

machine jam and severe damage. Exercise good assembly practice of applying thread 

locking adhesive for all components subjected to shock and vibration.  

 

Figure 5-26: Seaming lever assembly 

5.7.6. Seaming Roll Mounting Assembly 
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The Seaming Roll Mounting Assembly is attached to the Seaming Lever Assembly. It 

holds the Seaming Roll at the bottom end of the Seaming Roll Pin by the Retaining 

Screw. Apply Loctile® 243 thread adhesive when re-fastening the Retaining Screw to 20 

N-m tightening torque. The bottom Cap also requires Loctile® 243 and 12 N-m 

tightening torque. 

 
Figure 5-27: Seaming roll mounting assembly 

5.7.7. Knockout Rod Assembly 

The main function of the Knockout Rod is to control the can and cover assembly to be at 

the upright position and remain in contact with the Can Plate on the top of the Lower 

Lifter assembly. The Knockout Pad and the Can Plate compress the can and cover 

assembly during the makeup with light force generated by the Compression Spring at 

the top of the Knockout Rod. The Knockout Pad also ejects the seamed cans from the 

Seaming Chuck at the discharge. The Knockout Pad height is adjusted by turning two 

jam nuts at the top of the rod. 

 
Figure 5-28: Knockout rod assembly 

5.7.8. Knockout Carrier Assembly 
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The Knockout Carrier assembly is sliding up and down on the Knockout Rod Guide Pin 

and Knockout Rod Guide Flange. The Knockout Rod Guide Pin and Knockout Rod Guide 

Flange prevent the carrier from rotating. The stroke of the movement is controlled by 

the Knockout Cam. The Knockout Rod is attached to the Knockout Carrier, and it is 

following the carrier movement to control the can and cover at the makeup and 

discharge. 

 
Figure 5-29: Knockout carrier assembly 

5.8. Discharge Turret Assembly 

The Discharge Turret transfers seamed cans from the Seaming Turret to the Discharge 

Turret and continues to move the seamed cans to Discharge Conveyor. The Discharge Star 

Post provides the mounting locations for the Discharge Guide, Discharge Wear Plate, and 

Discharge Conveyor. 

 
Figure 5-30: Discharge Turret Assembly 
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The Discharge Star is located on the top of the Discharge Star Adaptor Disc. The timing of 

the Discharge Star is achieved by adjusting the relative position between the Discharge Star 

Adaptor Disc and Adjustment Plate. 

5.9. Cap Feed Assembly 

The Cap Feed Assembly includes the Cover Feed Plate, Cover Separator, No Can/No Cover 

control, and Cover Feed Chute. The can covers are manually fed into the seamer by laying a 

sleeve of covers, orderly stacked, on the Cover Feed Chute which is directly connected to 

the Cover Separator. When the Can Sensor located at the Can Infeed Conveyor senses an 

incoming can, the No Can/No Cover (NC/NC) mechanism opens the cover passage, and 

allows the cover stack to be in contact with the Separator Wheel. The Separator Wheel 

separates the most bottom cover from the stack. The separated cover then is conveyed by 

the Cap Guides to the Makeup area to be assembled with a filled can.  

5.9.1. Cap Feed Plate 

The Cap Feed Plate supports the Cover Separator and NC/NC control on the top and 

supports the Cap Guides on the bottom surface. If multiple cover diameters are used in 

production, additional Cap Feed Plates are strongly recommended to pre-assemble the 

2
nd

 set of Cover Separator, No Can No Cover control, and Cap Guides as a complete unit. 

This will reduce the change over time. 

 
Figure 5-31: Cap Feed Plate 

5.9.2. Lid Separator 

The Lid Separator is driven from a servo motor mounted on the front vertical face of the 

Top Housing. It is able to handle cover sizes from 50 mm (200) to 75 mm (211) 

diameters. This single roll separator wheel design could be easily setup and adjusted 

with simple hand tools. The Separator Spindle holds the Separator Wheel (format part) 

at the lower end and Separator Timing Flag at the top. The timing Flag is sensed by a 

proximity sensor. The signal is synchronized with the Can Sensor on the Infeed Conveyor 

to open or close the cover feed passage at the correct timing. A height adjustment 
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mechanism is built into the Separator Bracket allowing the use of Separator Wheels with 

different thickness.  

 
Figure 5-32: Lid Separator 

5.9.3. No Can/No Cover 

The No Can/No Cover mechanism controls the passage of the cover feed. If the Infeed 

Can Sensor detects the existence of a can on the Infeed Conveyor and a NC/NC Timing 

Flag signal is also detected by the Timing Flag Sensor, the NC/NC finger will be retracted 

(open position) and allow covers to pass through the cover passage. The NC/NC Finger 

will remain in the open position until the moment that Infeed Can Sensor detects no can 

on the Infeed Conveyor. 

 
Figure 5-33: No Can No Cover 

5.9.4. Lid Feed Chute 

The Lid Feed Chute is a V-shaped chute that allows the operator to manually feed covers 

into the seamer. For the beer/beverage market, the aluminum closures/covers are 

normally packaged in a paper sleeve measuring about 1 meter long. Operator 

repetitively places a sleeve of covers on the V-chute one at a time, and then removes 
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the paper sleeve. Unpacked covers are gradually fed into the seamer through the Cover 

Separator. The V-chute is inclined at about a 10° angle downward. An electro-magnetic 

vibrator is used to move the unpacked covers down the V-chute without flipping back. 

 

Figure 5-34: Lid Feed Chute 

5.10. Can Feed Drive 

The Can Feed Drive unit transmits the driving torque from bottom of the Seamer Table to 

the top of the Seamer Table. The Sprocket has 4 elongated obround holes on the sprocket 

enable the sprocket to be adjusted to the proper timing between the Feed Chain and the 

Can Infeed Star. The Mounting Plate attached on the output shaft side of the Gear Box 

serves as an alignment guide for the Can Infeed Conveyor. 

 

Figure 5-35: Can Feed Drive 

The Feed Chain running from filler discharge to the Sprocket of Can Feed Drive carries 

the filled cans into the seamer. There are potential pinch points between the Feed Chain 

and Sprocket. Approach with caution when adjust the timing of the Feed Chain. 

 

Do not place hands or fingers between chain and sprocket. Unexpected movement of 

chain could cause severe injury.  
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5.10.1. Infeed Conveyor Support 

The seamer Infeed Conveyor is supported from both ends of the conveyor; seamer end 

and filler end respectively. It is bolted to a support plate mounted on the seamer 

columns at the seamer end and secured to a pair of mounting plates at the seamer end 

through a vertical post. The elevation at both ends of the conveyor could be adjusted to 

set the proper drop-off for the cans to transfer from the filler to the conveyor and from 

the conveyor to the seamer.

  
  Figure 5-36: Conveyor support-Filler end 

 
Figure 5-37: Conveyor support-seamer end 

5.10.2. Infeed Conveyor 

The Infeed Conveyor transport filled cans from the filler to the seamer by Infeed Chains. 

The lug or finger of the Infeed Chain must be properly timed to the filler backrest for a 

smooth transfer of cans from the filler to the conveyor. This conveyor is designed for 

wash down, therefore there are exposed moving parts that cannot not be covered or 

guarded. Extra caution must be taken when servicing the conveyor or clearing the can 

jams. 

 

Pinch points exist in this area. Machine will not run when the guard door is open. When 

moving the seamer by hand wheel, stay clear from the moving chain to prevent from 

pinch injury. 

 
 Figure 5-38: Infeed Conveyor 

The Infeed Chain must remain with proper tension to eliminate the backlash. Excessive 

backlash will cause improper timing and product lost. The tension adjustments are 
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located at the filler end of the conveyor. Beside a coarse adjustment which allows 20 

mm increment movement, there is also a fine adjustment screw to fine tune the chain 

tension and backlash.  

5.11. Discharge Conveyor 

The Discharge Conveyor transfers seamed cans from the Discharge Turret to the outside of 

seamer guarding. This is a short conveyor that allows end users to connect their own 

conveyor system to the seamers. There is no conveyor chain provided. End users will extend 

their conveyor chain to a non-driven idler chain wheel. Two meters of conveyor chain will 

be required to wrap around this Discharge Conveyor. The Discharge Conveyor will accept 

most 3.25 inches or 83.8 mm wide plastic straight running or side-flexing conveyor chains 

without the tabs. The following makes and models of conveyor chains could be used with 

this Discharge Conveyor. For other conveyor chains not listed below, please contact KHS for 

special design and modifications.  

Regina Rexnord Intralox MCC 

820 K 3 ¼ 820 3 ¼ 820 3 ¼ SH 325 

820 K 83,8     SHP 325  

828 K 83,8       

831 K 3 ¼ 831 3 ¼ 831 3 ¼ SHD 325 

831 K 83,8       

879 K 3 ¼ 879 B 3 ¼     

880 K 3 ¼ 880 B 3 ¼     

Table 5-1: Discharge conveyor chains 

 

 Figure 5-39: Discharge Conveyor 
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5.12. Pneumatic System 

Your seamer comes with an integrated pneumatic system that is used to operate No Can No 

Cover Control and to pressurize the seamer interior. End users are responsible to provide 

the 6 bar (88 psi) dry compressed air to the filler service module (FSM). The maximum 

consumption rate for the compressed air is 30 standard m
3
/hour for the seamer alone. Filler 

will require additional amount depending on the filler model. 

 

The end user must provide sufficient pressure and volume of dry air to the filler service 

module. Any moisture in the compressed air could cause water condensation inside the 

seamer and internal corrosion will occur. Insufficient pressure and/or the flow rate of 

compressed air could delay the No Can No Cover mechanism movement and cause missing 

cover or feed extra cover.  

5.12.1. No Can No Cover Control 

The No Can No Cover (NC/NC) Control is one of most sophisticate mechanism on the 

seamer.  It determines the correct timing to open and close the cover passage in order 

to dispense or stop covers at the correct timing. When the Can Sensor located at the 

Can Infeed Conveyor senses an incoming can and the NC/NC Timing Flag signal is also 

present, the NC/NC finger will be retracted by the compressed air to open the cover 

feed passage and allow covers to go through the Separator Wheel. The NC/NC Finger 

will remain in open position until the moment the Infeed Can Sensor detects no can on 

the Infeed Conveyor and the NC/NC Timing Flag signal also present. Then the 

compressed air will close the cover passage by moving the NC/NC Finger into the closed 

position.  

 
Figure 5-40: No Can No Cover Control 

5.12.2. Seamer internal positive pressure control 

The Seamer is normally installed in a high moisture area. It comes in contact with 

products, water, steam, and cleaning chemical solutions. To prevent internal corrosion, 

KHS applies low pressure dry air to inside of the seamer to minimize the moisture 

penetration. The control pressure should be set at 1 kPA or 4” of H2O initially. Do not 
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exceed 1.2 kPa or 5” of H2O maximum at the pressure regulator for any reason. 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. 

 

Compressed air is considered a potential energy source which could cause unexpected 

movement of machine components or lubricant. Use Lock Out Tag Out safety practice to 

shut off compressed air when performing service of the seamer. 

 

Seamer internal pressure should be carefully monitored. Excessive pressure could cause 

oil leak and possible seal damage. Lacking of positive pressure could cause seamer 

internal corrosion.  

 
Figure 5-41: Seamer internal positive pressure control 

5.13. CO2 Control 

Your KHS seamer is equipped with Under Cover Gassing (UCG) Control for all beer/beverage 

applications. A single bubble breaker is also included for the beer application. 

 
Figure 5-42: CO2 controls 
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5.13.1. Under Cover Gassing Control 

The standard manual wash/gassing control valve is located on the Filler Service Module 

(FSM) below the control console at the filler side. It could be set at wash-in-place or 

operation mode from HMI. A solenoid valve is also incorporated into the control system 

to turn on/off the UCG system when the filler/seamer is in production mode. 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. 

5.13.2. Bubble Breaker Control 

The Bubble Breaker is used to reduce the Total Packaging of Oxygen (TPO) within the 

closed cans by injecting fine streams of CO2 to the head space of the open can. These 

CO2 streams break the surface tension of the large air bubbles formed after the filled 

cans discharge from the filler and prior to entering the seamer. The Bubble Breaker 

Control is integrated into the Filler Service Module. It is also integrates 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. See Filler Service Module manual for 

more details. 

5.14. Lubrication System 

More and more canning and bottling companies are choosing to use “food grade” lubricants 

throughout their machines. Historically, food grade lubricants had shorter service life and 

poorer wear protection than regular petroleum lubricants. Improved additives and synthetic 

base oils have done much to overcome this shortfall. Paying close attention to maintenance 

practices and properly choosing lubricants are keys for trouble-free operation of your KHS 

seamers. 

USDA eliminated their internal group that registered Non Food Compounds such as 

Lubricants H1 and H2 in 1998. They still have the responsibility for monitoring food and 

beverage plants to make sure they comply in the use of these lubricants. After several years 

of self-certification by lubricant companies, NSF International was approved in 2001 as a 3rd 

party registrant for Non Food Compounds. NSF uses guidelines originally set up by the 

USDA. NSF conforms to ingredients as specified by the FDA. 

As an equipment manufacturer, it is KHS’s responsibility to specify the lubricants that will 

meet the application requirements. Due to the cost and the time required to put each 

lubricant through the test, KHS is not able to test every lubricant available on the market. As 

specified in this document, users of KHS seamers may use lubricant that is equivalent or 

exceed the performance of the suggested lubricants listed on this document, and lubricant 

companies are responsible to guarantee the quality and performance of their products. If 

users decide to change out the lubricant, it is important to determine if that lubricant is 
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compatible with the factory filled lubricants, or if a complete flush/clean of the existing 

lubricant is necessary. 

5.14.1. Lubrication principles 

Appropriate Lubricants are essential to the longevity of the machine. Quality 

engineering is of no value if good maintenance practices are ignored or poor quality or 

improper lubricants are employed. Generally, good quality lubricants of the correct type 

will provide long, trouble-free service. In some cases, we recommend very specific 

products for successful operation. 

When oil circulation and filtration systems are used, monitoring oil integrity on a 

monthly basis is recommended. Oil change out on circulating systems should never 

exceed a six month period or two thousand hours of run time, whichever comes first, 

unless specified & certified by lubricant suppliers. 

5.14.2. Oil Reservoir 

The KHS seamer offers an independent oil reservoir to collect the used oil instead of 

building an oil sump to enclose the turning gears and bearings. This approach allows 

particular contamination in the used oil to be apart from the moving elements that 

prolong the service life of moving parts. 

The Oil Reservoir collects used oil from the Top Housing and the Lower Seaming Turret. 

The Oil Filtration pump suction line is connected to the lower part of the reservoir to 

deliver the used oil to the Oil Filtration System. The clean oil from the Oil Filtration 

System is returned to the reservoir. To prevent the high oil pressure during the cold 

start, an Oil Warmer is attached to the Oil Reservoir. The oil temperature is regulated by 

a temperature sensor located at the far side of the reservoir. 

 

Figure 5-43: Oil Reservoir 
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5.14.3. Oil Filtration System 

To reduce the operating cost, the KHS seamer is designed with a closed loop oil filtration 

system. The oil is recirculated through the machine, Oil Reservoir, Filtration System, and 

Automatic Lubrication System. The particulate contamination is removed by a unique 

designed depth filter, which also absorbs the water contamination in the used oil. Once 

the filter is saturated with water, the filter pressure will be reflected in the pressure 

gauge. A pressure switch will also send a signal to the Filler/Seamer Control PLC. A 

message will be displayed on HMI to remind the operator to change filter. 

 
Figure 5-44: Oil Filtration System 

5.14.4. Automatic Oil Lubrication System 

The Automatic Oil Lubrication System includes a meter pump, a small oil tank, two 

metering divider valves, and connecting fittings and tubing. The 1
st

 divider valve is 

located below the seamer table. It dispenses 15% of the oil from the Metering Pump to 

the Lower Seaming Turret and maintains constant oil level to the Lifting/Return Cam 

surface.  

 
Figure 5-45: Automatic Lubrication System-below seamer table 
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The remaining oil is delivered to the Upper Divider Valve located in the Top Housing. Oil 

is further divided to lubricate the Seaming Cam and Cam Follower, Upper Seaming 

Turret Bearing and Gears, Knockout Cam and Cam Followers, Knockout rods and guide 

Pins, and Lower Seaming Turret Bearing and Lifters. 

 

Figure 5-46: Automatic Lubrication System-Top Housing 

5.14.5. Main Drive gear trains grease lubrication 

The main drive gear train under the seamer table for TK250/4 model is designed to be 

lubrication free. There is no need to apply grease. Model TK250/6 is equipped with 

automatic grease lubrication system, which includes an automatic grease pump with 

integrated grease divider valve. The divider delivers metered amount of great to each 

tier of gear trains during the run time. Grease pump is shut down while the machine is 

not running. The pump 1 liter reservoir could be refilled from the front of the reservoir. 

NLGI 2 EP grease is recommended. 

 
Figure 5-47: Main Drive gear trains grease lubrication, TK250/6 only 
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5.14.6. Suggested lubricants 

The KHS TK250-4 seamer uses a few different types and grades of lubricants in various 

locations. Special food grade oil formulated for the seamer is used to lubricate all 

seamer internal bearings, gears, sleeves, and seals. Seaming Rolls are lubricated with 

food grade grease that has been carefully tested and proven in the canning industry. 

The Main Drive gear box and Can Feed Drive gear box are filled with OEM 

recommended lubricants. Do not mix different types of lubricants with the factory filled 

lubricants. The lubricant specifications are listed below on Table 5-2.  

Location Specification 
Factory First Filled 

Lubricants 

Automatic Oil Lubricators, Oil 

Filtration and Recirculation Systems 

Special Seamer Oil 150 301142010309 (22L) 

Seaming Roll Grease Grease Grade 0 or 00 301142150606 (19 kg) 

Main Drive Gear Case Gear Lube 220 Mobil SHC CIBUS 220 

Can Feed Drive Gear Case Grease Grade 00 Shell Gadus S5 V142W-00 

Can Feed Chain Lubricator Chain Lube 100 N/A 

Main Drive Gear Trains NLGI 2 EP Grease 304142020011 (15.8 kg) 

 Table 5-2: Lubricants Specification 

 

If the users must change to different type of lubricant at any point of time, the old 

lubricant must be completely removed and machine must be flushed prior adding new 

lubricants. Consult your lubricant provider for the compatibility.  

It is important to use lubricants that meet the specification of KHS first filled lubricants. Beside 

the general specification listed in the Table 5-2, detail specifications for each first filled seamer 

lubricant are listed below. 

Special Seamer Oil 150: High quality synthetic or petroleum lubricating oil contains ash-less 

dispersant, rust and oxidation inhibited, anti-wear protection, non-foaming, extreme pressure 

protection, and emulsifier additives. 

Brand: 

KHS 301142010409 (205 L) 301142010309 (22 L) 

Specifications: 

Viscosity Grade ISO 150 ISO 150 

Viscosity, cSt @ 40° C, ISO 3104 150 150  

Viscosity, cSt @ 100° C, ISO 3104 19  19 

Viscosity Index, ISO 2909 140  140  

Color, ASTM D-1500, typical Colorless, slightly pale Colorless, slightly pale  

Flash Point, °C, ISO 2592  258  258 

Table 5-3: Seamer Oil 150 
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Seaming Roll Grease: High performance grease contains high mechanical and thermal 

stability, oxidation and rust protection, highly water resistant and excellent corrosion 

protection additives.  

Manufacturer: 

KHS 301142150606 (19 kg) 301142150604 (1 kg) 

Specifications: 

NLGI Grade, DIN 51818 00 00 

Worked Penetration, 25°C, ISO 2137  400 -430  400 -430 

Dropping Point, °C, Min., ISO 2176 >200   >200 

Thickener Type aluminum complex  aluminum complex  

Base Oil Properties: 

ISO Viscosity Grade, Minimum 100 150 

Viscosity, cSt @ 40° C, ISO 3104 100 150 

Viscosity, cSt @ 100° C, ISO 3104 13.4  18.0 

Flash Point, °C, ISO 2592 N/A   N/A 

Table 5-3: Seaming roll grease 

Chain Lube Oil: High quality petroleum lubricating oil contains rust and oxidation inhibitors, 

thermally stable with tackiness additives. 

 

Manufacturer: 

Fuchs Lubritech FM Chain Oil 100    

Specifications: 

Viscosity Grade ISO 100   

Viscosity, cSt @ 40° C 100   

Appearance Bright & Clear   

Flash Point, °C, ASTM D 92 104    

Pour Point, °C, ASTM D 97 -28   

Stringiness  Observable   

Table 5-4: Chain Lube Oil 

5.15. Format/Change Parts 

Format parts (change parts) are divided into two groups; cover handling and can handling 

parts. Each cover diameter size and can diameter size will require one set of cover handling 

parts and one set of can handling parts. If the can diameters or cover diameters changed 

more than 0.5 mm (0.020 inches), an additional set of body handling parts or cover handling 

parts will be required. Same diameter can bodies with different can height will not require 

additional can handling parts. KHS TK250 format parts are designed in a way that could 

handle the can height from 62 mm to 210 mm tall (206 to 804) for the same diameter can 

body. If the cover curl thickness changes more than 0.25 mm (0.010 inches), additional 
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cover handling parts will be required. Inspect format parts condition routinely. If excessive 

wear and tear is observed, repair or replace worn out parts. 

 

Figure 5-48: Format Parts (Change Parts) 

5.16. Seaming Tooling 

There are three seaming tools used in your KHS TK250 seamer; Seaming Chucks, 1
st

 

Operation Seaming Rolls, and 2
nd

 Operation Seaming Rolls. Seaming Tooling quality and 

condition are crucial to your final seam quality. Use genuine KHS OEM tooling at all times. 

This will minimize the unexpected seam quality issues and maximize production efficiency. 

Keeping a complete set of spare seaming tooling on hand will be beneficial to avoid down 

time and seam issues.  

Both operation seaming rolls need to be re-lubricated with food grade grease once every 72 

hours of operation or after wash down. One pump of grease for each seaming roll using a 

standard duty grease gun is needed. Apply grease gently. Do not force grease in too fast. 

Rotate the seaming roll by hand after greasing to be sure the roll is not locked up. Inspect 

the Seaming Chuck anvil area. Be sure there is no cracking, chipping, coating wear, or 

lacquer build up. The proper seaming height and thickness setting will produce the quality 

seams and maximize the Seaming Tooling service life. 

5.16.1. Seaming Chucks 

The Seaming Chuck provides the main driving force to rotate the can and cover 

assembly. The contact point between the chuck and cover is pre-defined by the cover 

manufacturer.  A different cover manufacturer for the same nominal size cover might 

require different Seaming Chuck geometry. All Seaming Chucks must be planed to the 
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similar height within 0.05 mm (.002”). Seaming Chucks are constructed with thin 

material. Do not apply force to the chuck when clearing a jam, adjusting Knockout Pads, 

and setting seaming rolls. A good Seaming Chuck fit to the cover is essential to a good 

quality seam. Any wear and material build up will have a negative impact of chuck fit. 

Examine Seaming Chuck condition routinely to avoid potential seam issues. A complete 

set of spare Seaming Chucks should be kept on hand all times to avoid unexpected 

down time. 

 
Figure 5-49: Seaming chucks 

 

5.16.2. Seaming Rolls 1
st

 and 2
nd

 Operations 

Seaming Rolls are one of the most crucial parts in the seamer that control the quality of 

the seam. The 1
st

 operation Seaming Roll has the major influence of the final seam 

results. In order to achieve a good quality final seam, the 1
st

 operation seam must be 

carefully adjusted to the cover manufacturer’s specification. Seaming Roll groove profile 

determines seam integrity and quality. The Seaming thickness could be adjusted by 

changing the Seaming Roll and Seaming Chuck relative distance. A combination of 

Seaming Roll groove profile, Seaming Roll height, and lower chuck spring pressure 

control the seam height and countersink depth. It’s recommended to have a spare set of 

Seaming Rolls on hand to minimize down time. 

KHS Seaming Rolls come with a pair of ceramic hybrid bearing preassembled. The 

bearing life matches the Seaming Roll service life. Do not disassemble bearings from the 

Seaming roll for any reason. This only could be done at the KHS factory. 

 
Figure 5-50: Seaming rolls 
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5.17. Tools and Wrenches 

The regular and routine seamer adjustment and maintenance can be accomplished with 

regular mechanic hand tools. There are some special spanner wrenches for Seaming rolls, 

Seaming Chucks, Knockout Pads, and Lifter Plates removal and reinstallation. They are 

provided by KHS when the new machine is delivered. 

5.18. Electrical Control 

KHS TK250 seamer control is integrated into the KHS DVD-C filler control. See Filler manual 

for electrical control information. 
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6. Machine setup, Adjustment, and Service 

The TK250 Seamer has been thoroughly tested under power and put into correct 

adjustment before leaving the factory. The Seamer was given a break-in run for several 

hours at gradually increasing speeds to assure all bearings and gears are properly broken in. 

Under normal operating conditions the Seamer should not lose its factory settings for many 

hours of production. Due to filling temperature, carbonation, and other factors, 

adjustments and alignment of format parts and tooling will be required. Worn or defective 

parts should be replaced immediately to maintain production efficiency and product 

quality. Check the Seamer periodically for loose or worn parts, alignment, timing, and seam 

setting. Make corrections if needed. In this section of manual, information is provided for 

setup guidelines, adjustment methods, routine maintenance requirements, major services, 

and replacement of components. 

 

Apply Lock Out Tag Out to electrical power, compressed air, water, and CO2 before working 

on the seamer.  

6.1. Lifting/Return Cam 

Tools required: 10 and 17 mm combination or socket wrenches.  

The Lifting/Return Cam is the control component for the whole seamer timing setup. There 

is no adjustment once it is located on the pilot bore of the Seamer Table and 3 dowel pins 

on the top surface of the pilot bore. Two large access openings located at the service side 

and discharge side of the seamer allow this cam to be removed for examination or 

replacement if necessary. All Lifting Stations need to be removed before the Lifting/Return 

Cam could be removed. Follow the sequence 1, 2, and 3 as marked on Figure 6-1b to 

remove the cam. Reverse the sequence to install the cam. Under extreme conditions, the 

Cladding around the cam could be completely lifted up and out of the way for other major 

repairs. When lifting the Cladding, pay extra attention to the V-Ring above the Cladding. Do 

not damage the V-ring to prevent the oil leakage in the future. 

An oil return passage is located under cam section #2. Keep the oil passage clear and open 

to assure the oil circulation. 

  `  

Figure 6-1a/6-1b: Lifting Cam/Return Cam 
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6.2.  Seaming Cam 

Tools required:  10, 13, 19 and 24 mm wrenches or socket wrenches. 

The Seaming Cam is like the Lifting/Return Cam. The two large sections of the cam are 

located with 3 dowel pins. No adjustment is required. The 1
st

 and 2
nd

 operation seaming 

cycles are built in to the two cam tracks which are in sync with the Lifting Cam. To remove 

or install the Seaming Cam, all three service covers around the Top Housing and the top 

cover on the top of the top housing need to be removed for access. All Seaming Cam 

Followers with Seaming Cam Lever need to be removed before the removal of the Seaming 

Cam. Once all the Seaming Cam Levers are removed, place support blocks below the 

Seaming Cam, then loosen 6 bolts in green and 6 bolts in red evenly to lower the Seaming 

Cam to the support blocks.  

 
Figure 6-2: Seaming Cam 

To perform a 1
st

 operation seam test, the seamer needs to be set to 2
nd

 operation Off-Seam 

mode (Off-Seam in short). Loosen 6 bolts in red color as illustrated in Figure 6-2 half turn 

and rotate the Off-Seam adjustment pin half turn counterclockwise, and then re-fasten 6 

bolts. Run the machine in the jog speed only to perform the Off-Seam test. Reset back to 

On-Seam setting after the test before running the seamer in normal speed. 

 
Figure 6-3: On-Seam and Off-Seam setting 
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Running the seamer at the production speed with Off-Seam setting will cause damage to the 

seaming Cam and the Seaming Cam Lever assemblies. Verify the seamer is set to On-Seam setting 

before running in production speed. 

6.3. Knockout/Cap Centering Cam Installation and Adjustment 

Tools required:  10 and 19 mm wrenches or socket wrenches. 

The Knockout/Cap Centering Cam (K.O./C.C. Cam) is surrounded by the Seaming Cam. In 

order to remove or install the K.O. Cam, the seaming Cam must be removed. The K.O. Cam 

is secured by 4 bolts accessible from the top of the Top Housing. Rotate the cam 

counterclockwise to advance the Knockout Pads movement, and rotate the cam clockwise 

to delay the movement. K.O. Cam and C.C. Cam can be rotated independently. Rotate the 

C.C. Cam to allow the Knockout Pads to follow the can and cover assembly throughout the 

makeup area. Adjust the K.O. Cam radially until there is about 0.8 mm (0.031”) clearance 

between cover and Knockout Pad at discharge. When tightening the bolts, the pilot bore of 

the cam must be tight against the pilot hub on the Top Housing. Height Adjustment of 

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

  
Figure 6-4: Knockout Cam   Figure 6-5: Knockout Cam Adjustment 

6.4. Seaming Chucks Setup 

Tools required: Hook spanner wrench KHS part number X07000754 or 5 mm (3/16”) punch. 

To replacing the seaming chucks, all Knockout Pads and both 1
st

 operation and 2
nd

 operation 

Seaming Rolls must be removed to allow the spanner wrench or punch to access the grip 

holes on the side of the seaming chuck body and the removal/installation of the chucks. 

Once the Seaming Rolls and Knockout Pads are removed, use KHS hook spanner wrench or 

punch to break loose the seaming chuck by rotating the chuck counterclockwise. After the 

chucks are broken loose, they can be unscrewed by hand. 

 
Figure 6-6: Seaming Chucks 
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It is recommended to mark the Seamer Chucks as they are removed so they can be 

reinstalled into their original locations. All seaming chucks must be planed within 0.05 mm 

(0.002”) height relative to each other. Chuck flange also needs to be set at 0.1 to 0.15 mm 

(0.004-0.006”) below the Centering Ring. Various thickness of shims, 85013113S010 (0.1 

mm), 85013113S025 (0.25 mm), 85013113S040 (0.4 mm), are supplied in the seamer tool 

kits to plane the Seaming Chucks and set the clearance between Seaming Chuck and the 

Centering Ring. These shims must be installed above the Seaming Spindle Spacer. Do not 

install shims between the Seaming Spindle Spacer and the Seaming Chuck. The distance 

between the bottom surface of Seaming Turret and the flange of Seaming Chucks should be 

62 ± 0.1 mm when chucks are properly shimmed.  

6.5. Seaming Roll Lever Installation 

Tools required: 5 mm hex key, thread locking adhesive (Loctite® 243) 

To remove the Seaming Levers, rotate the seaming station that the lever is intended to be 

removed from to a position that the seaming roll outside diameter is clear of the Seaming 

Chuck flange. The seaming Roll Levers assembly and Seaming Roll could be removed 

together by loosening the M8x16 flat head screw. Once the Seaming Roll Lever is removed, 

the bronze Wear Ring might come off with the lever. If the bronze Wear Ring did not stay 

with the Seaming Roll Lever, remove it and keep it together with the lever and mark the 

seaming station number on the lever. It is a good practice to reinstall the lever assembly on 

the same seaming station where it was removed and not to mix the bronze Wear Washer 

with different Seaming Lever from other seaming station. This will minimize the seaming roll 

height and seam setting time. 

  
Figure 6-7: Seaming Lever removal  Figure 6-8: Shaft Key 

Before reinstalling the Seaming Lever Assembly onto the Seaming Lever Shaft, both SS and 

bronze Wear Rings surface must be thoroughly cleaned. Apply a light coat of NLGI 1 or 2 

food grade grease between the two Wear Rings contact surfaces. Align the lever keyway to 

the key on the Lever Shaft. Apply thread locking adhesive to the M8x16 flat head screw and 



 

47 

 

tighten to 8 Nm (70 in-lb). Allow sufficient time for the thread locking adhesive to cure 

before running the seamer.  

6.6. Seaming Lever Shaft Setup 

Tools required: 4 mm and 8 mm hex keys, 8 mm open wrench, 19 mm twelve-point box 

wrench, feeler gauge, indicator (0.02 mm/0.001”), thread locking adhesive (Loctite® 243). 

In order to remove the seaming lever shaft, the Seaming Roll Lever assembly and Seaming 

Roll assembly must be removed first. See section 6.5 for the removal of the Seaming Roll 

Lever. After removing the Seaming Roll Lever, raise the seamer pin height to 200 mm 

(7.875”). Loosen the Clamp bolt and Clamp Nut half to one turn. Back out two Seam 

Adjusting Screws for 20 mm. Unscrew the Height Adjusting Screw until it is disengaged from 

the Seaming Lever Shaft. Pull the Seaming Lever Shaft down from the bottom of the 

Seaming Turret. Some oil will come out when pulling the Seaming Lever Shaft out. If the 

shaft will be reinstalled later, mark the number of the seaming station and the number of 

the operation on the shaft. It is recommended to reinstall the used shaft to its original 

seaming station. The 1
st

 and 2
nd

 operation shafts are not interchangeable.  

   
Figure 6-9: Seaming Lever Shaft 

Before installing the Seaming Lever Shaft, the shaft bores must be cleaned thoroughly with 

bottle brush and seamer oil. Installation procedures are the reverse procedure from the 

removal. When pulling the shaft up with the Height Adjusting Screw, do not over tighten the 

Height Adjusting Screw. Leave the top of the shaft 2.5 to 3 mm (0.10 to 0.12”) below the top 

surface of Seaming Cam Lever initially. Apply thread locking fluid to the M5 flat head screws 

when install the SS Wear Washer. Snug the Clamp Nut, Clamp Bolt, and the Seam Adjusting 

Screws. The final tightening should be completed after the Seaming Lever is installed and 

the Seaming Cam Lever height and seam thickness are set. Use feeler gauge or indicator to 

set the Seaming Lever Shaft vertical play to 0.05 to 0.10 mm (0.002 to 0.004”) by turning the 
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Height Adjusting Screw. If the Rod Seal needed to be replaced, KHS fixture 85035020S001 

must be used to install the new rod seal. 

6.7. Seaming Roll to Seaming Chuck Height Adjustment 

Tools required: 0.05 or 0.075 mm (0.002 or 0.003”) shims, 10 mm combination wrench. 

The maximum vertical clearance between the 1
st

 Operation Seaming Roll and the Seaming 

Chuck flange is 0.075 mm (0.003”). The maximum vertical clearance between the 2
nd

 

Operation Seaming Roll and the Seaming Chuck flange is 0.15 mm (0.006”). When the 

Seaming Roll to the Seaming Chuck relative height is adjusted correctly, both 1
st

 Operation 

and 2
nd

 Operation Seaming Rolls should not contact the Seaming Chuck. Verify the setting 

by hand cranking the seamer for one complete revolution of the Seaming Turret.  Observe 

the Seaming Rolls at the 1
st

 operation and 2
nd

 operation seam setting marks. If the roll is 

dragging on the Seaming Chuck, the clearance is set too narrow. It needs to be increased.  

 
Figure 6-10: Seaming Roll to Seaming Chuck Height Setting 

Adjustment in height of Seaming Rolls relative to Seaming Chucks should always be made 

with Seaming Rolls at the limit of their inward travel toward the Seaming Chuck and with 

Seaming Rolls in approximately the proper setting for seam thickness.  

Rotate Seaming Turret until the center mark on the outside of the Lower Turret Belt below 

the Seaming Station is positioned above the marking "1 OP" or "2 OP", depending on which 

operation Seaming Roll is to be adjusted. All adjustments to Seaming Rolls should be made 

in one of these positions. 

 

Figure 6-11: Seaming Roll Height Setting Position 
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Use 10 mm wrench to loosen the Clamp Nut on the side of the Seaming Lever half turn 

counterclockwise, then hand tight the nut. Hold the Sealing Cap outside diameter with 

slight downward force and rotate the Seaming Roll assembly counterclockwise (looking 

from bottom of the Seaming Roll) until chuck flange and roll are lightly in contact, then 

adjust the Pin upward approximately 1/20 of a turn for 1
st

 Operation Seaming Rolls and 

1/10 of a turn for 2
nd

 Operation Seaming Rolls. This will set the 1
st

 Operation Seaming Roll 

0.075 mm (0.003”) and 2
nd

 Operation Seaming Rolls 0.15 mm (0.006”) above the Seaming 

Chuck flange. Tighten the Clamp Nut then verify the setting with shim stripes. 

 

Always finish the adjustment with downward force and clockwise motion to eliminate the 

backlash.  

 

Figure 6-12: Seaming Roll to Seaming Chuck Height Adjustment 

6.8. Seam Thickness Adjustment 

Tools required: 4 mm and 8 mm hex keys, 19 mm twelve-point box wrench, feeler gauge. 

The seam thickness is determined by the horizontal distance setting between the Seaming 

Roll and Seaming Chuck. The initial seam setting is based on the 1
st

 and 2
nd

 operation seam 

thickness (T1 & T2) and the Seaming Roll profiles specified by the cans and lids supplier. The 

initial setting dimension X1 and X2 is calculated as following. Contact KHS for the profile 

depth dimensions. 

 X1 = T1 – 1
st

 OP. profile depth  X2 = T2 – 2
nd

 OP. profile depth 

 
Figure 6-13: Seam Thickness Setting 



 

50 

 

Rotate Seaming Turret until the center mark on the outside of the Lower Turret Belt below 

the Seaming Station is positioned above the marking "1 OP" or "2 OP", depending on which 

operation Seaming Roll is to be adjusted. All adjustments to Seaming Rolls should be made 

in one of these positions. See Figure 6-11 on section 6.7. Loosen the clamp nut ¼ turn 

counterclockwise then hand tight. To reduce the seam thickness setting, loosen the lower 

left Seam Adj. Screw, and then tighten the upper right Seam Adj. Screw. Use Feeler gauges 

to verify the X1 or X2 gap. Retighten the lower left Seam Adj. Screw. Tighten the Clamp Nut 

after adjustment. Verify the Seaming Roll is not contacting the Seaming Chuck after 

reducing the seam thickness. To increase the seam thickness, loosen the upper right Seam 

Adj. Screw first, and then tighten the lower left Seam Adj. Screw. 

 

Figure 6-14: Seam Thickness Adjustment 

6.9. Plane Lifter Can Plates 

Tools required: KHS open wrench 85035002S001, KHS spanner wrench 304999950046, 

85013172S010, 85013172S020, Depth Gauge or Depth Micrometer. 

All Lifter Plates need to be set at the same plane level before setting the seamer pin height. 

Rotate Seaming Turret until the first seaming station center mark on the outside of the 

Lower Turret Belt below the Seaming Station is positioned between the two markings of 

"1st OP". Take a measurement from the top surface of the Lifter Plate to the top surface of 

the Lower Seaming Turret. The dimension should be 103 ± 0.03 mm (4.055 ± 0.001”). To 

adjust the Lifter plate plane level, remove the Can Plate with KHS wrench 85035002S001 

turning clockwise, and then remove the Support Plate 85013170S001 turning clockwise. 

Add or remove amount of the shims to achieve 103 ± 0.03 mm height. Apply a light coat of 

food grade anti-seize over the Support Plate and Can Plate threads before re-assemble. 

Snag tight the Support plate with KHS spanner wrench 304999950046. Attached Can plate 

and tighten with KHS open wrench 85035002S001. Verify the distance between the top 

surface of the Can Plate and the top surface of the Lower Turret with depth micrometer or 

depth gauge. Repeat the same procedures for the remaining seaming stations.  
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Figure 6-15: Plane Lifter Plates 

6.10. Lifter Spring Pressure Adjustment 

Tools required: KHS open wrench 85035002S001, 6 mm Hex Key, spring pressure gauge 

with Seaming Chuck adapter and spacer, thread locking adhesive. 

Remove the Lifter Plate with the open wrench 85035002S001 to access the Adjustment 

Screw. Turn the Adjustment Screw with 6 mm Hex Key. Each clockwise turn increases 116 

Newton (26 pound) of spring pressure. Rotate counterclockwise to reduce spring pressure. 

Use thread locking adhesive on the Adjustment Screw. Replace the lifter plate and measure 

the spring pressure with spring pressure gauge. See spring pressure gauge manual from 

your supplier for the measuring procedure. 

 
Figure 6-16: Lifter Spring Pressure Adjustment 
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6.11. Pin Gauge Height (Pin Height) Adjustment 

Tools required: 6 mm Hex Key, 13 mm open wrench, 22 mm deep socket with socket 

wrench, pin height gauge or planner gauge. 

Your cans supplier normally will provide the pin gauge height specification which is the 

distance between the bottom surface of the Seaming Chuck and top surface of the Lifter 

Plate at the First Operation set seam location. When this information is not available, the 

initial pin height could be calculated with following formula.  

    Metric    Inch 

Seaming Chuck Flange Thickness    6.86 mm    0.270” 

+ Lifter Spring Deflection + 0.56 mm + 0.022” 

+ Can Height Lost in Seaming + 0.53 mm + 0.021” 

= Total Number    7.95 mm    0.312” 

Can Height 122.23 mm    4.812” 

 - Total Number - 7.95 mm -  0.312” 

= Pin Gauge Height 114.28 mm 4.500” 

 

Figure 6-17: Pin Gauge Height 

Rotate the number one seaming station to the first operation seam setting location. Loosen 

two M12 locking setscrews (Fig. 6-17) located on the hub of Seaming Turret Upper a half 

turn with 6 mm Hex Key. Loosen two M8 Hex Head Screws (Fig 6-18) half turn and swing 

open the cover located on the top surface of the Top Housing. Attach the 22 mm deep 

socket to the shaft. Turning clockwise to lower the pin height and counterclockwise to raise 

the pin height.  Each turn of the Shaft will raise or lower the pin height for 3 mm (0.118”). 
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Always finalize the pin height adjustment at the upward movement. Retighten the two M12 

locking setscrews. After the initial pin height is set, fine tuning is required to optimize the 

final seaming results. 

 

Figure 6-18: Change Pin Gauge Height 

6.12. Return Cam Follower Running Clearance Adjustment 

Tools required: 13 mm socket wrench or combination wrench, 6 mm hex key, feeler gauge, 

thread locking adhesive. 

        

 Figure 6-19: Return Cam Roll Access Figure 6-20: Return Cam Roll 

The Return Cam Follower could be accessed through 2 service access openings locate at the 

discharge side and Can Feed Drive side. Remove either access cover with 13 mm wrench, 

and rotate the seaming station to the center of the opening. Use 6 mm hex key to loosen 

two M8x20 hex socket head screws for ½ turn, use the feeler gauge to set 0.1 mm (0.004”) 

running clearance between lifter cam roller and return cam roller at the tightest spot for all 

stations. Retighten two M8x20 screws.  
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6.13. Cap Magazine Guides Adjustment 

Tools required:  10 mm and 13 mm combination wrenches, feeler gauge. 

Cap Magazine Guides Left and Right are tapered from the top down to within about 30 mm 

from the bottom where the cover will reach its lowest point. Measurements have to be 

taken at the lowest point of the Magazine Guides when adjustments are made. Both 

dimension A’s should be equal, and Dimension B equals the lid curl diameter plus 0.25 to 

0.5 mm (0.01 to 0.02”). 

 

Figure 6-21: Cap Magazine Guide Left and Right Setting 

Set the font edge of Cap Magazine Front flush with the ledge of Cap Guide Outer. 

             
Figure 6-22: Cap Magazine Guide Front Setting Figure 6-23: Cap Magazine Guide Rear Setting 

Set Cap Magazine Guide Rear to Cap Magazine Guide Front distance A to the lid curl 

diameter plus 0.25 to 0.5 mm (0.01 to 0.02”) at the lowest point of the Magazine Guides. 

6.14. Cover Separator Wheel Adjustment 

Tools required:  13 mm combination wrench, feeler gauge 

To set the horizontal location of the Separator Wheel, loosen two M8x25 screws half turn. 

Adjust Separator Wheel to place the "Root" of the Separator Wheel even with or just in 

front of the Cap Guide Inner. Covers being fed should not catch on the Cap Guide Inner top 

edge and should fall freely to the ledge of Gap Guide Inner. 
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To set the vertical position, loosen one M8x20 screw half turn. Use feeler gauge to set 0.1 to 

0.25 mm (0.004 to 0.010") clearance between the top surface of the lid and the bottom 

surface of the Separator Wheel. Retighten the screw after the proper height is set. 

      

Figure 6-24: Separator Horizontal Position Figure 6-25: Separator Vertical Position 

6.15. No-Can No-Cover Finger (NC/NC Finger) Adjustment 

Tools required:  10 mm combination wrenches, feeler gauge. 

If the Separator Wheel has to be raised then pay special attention to the clearance between 

the NC/NC Finger and Separator Wheel. This could be put into a bind. Loosen the M6x20 

clamping screw half turn before raise the Separator Wheel. After height setting is 

completed for the Separator Wheel, set 0.07 to 0.15 mm (0.003 to 0.006”) between NC/NC 

Finger and Separator Wheel.  This should allow the NC/NC Finger to move back and forth 

freely without contacting the Separator Wheel. Set the projection of NC/NC Finger 1.6 mm 

(0.063) into the Cap Magazine Guide rear.  

   
  Figure 6-26: NC/NC Finger Clamping screw   Figure 6-27: NC/NC Finger Adjustment 

6.16. Separator Wheel to Cap Pusher Timing Adjustment 

Tools required:  none. 

The Separator Wheel is driven and electronically synchronized by the Servo Motor using the 

timing adjustability from the Operator Control Console. The Home position of the Separator 

Wheel is preset at the factory. If the home position needs to be reset, contact KHS Service 

Department. Generally, the Separator Wheel releases a lid into the Cap Guide Rails when 
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the trailing Cap Pusher located on the Nozzle Plate is 6.5 to 8 mm (0.25 to 0.31”) before 

making contact with the lid. This distance could be verified by using Hand Wheel to rotate 

the seamer. 

6.17. No Can No Cover Sensor and Flag Sensor Setup 

Tools required:  10 and 13 mm combination wrenches. 

Jog the Seamer until the NC/NC Flag is in 

front of NC/NC sensor as seen in the 

Figure 6-28. Counting the number of the 

Can Feed Star pockets from the separator 

wheel to the lid/can makeup position at 

the cross center line of Can Feed Turret 

and Seaming Star. It should be 4 pockets 

for TK250/4 seamer and 5.5 pockets for 

TK250/6 seamer. Count backward the 

same number of infeed chain space from 

the center line of seamer and add 1.5 to 

this number, ie. 5.5 for TK250/4 seamer 

and 7 pockets for TK250/6 seamer. That 

will be the rough position of can sensor. 

    
Figure 6-28: NC/NC Sensor Setup Position

 
Figure 6-29: NC/NC Sensor Location

Adjust if necessary by moving the can sensor. The adjustment is not critical. It could be ± 12 

mm (± 0.5”) as long as the Flag sensor signal will rise at or before the fall of the Can sensor.  

6.18. Cover Low Stack Sensor Setup 

Tools required: 10 and 13 mm wrenches. 

The Cover Low Stack Sensor could be installed 

in any location along the cap magazine and the 

Cover Feed V-Chute. The minimum distance of 

the sensor must be 100 mm (4”) above the 

Separator Wheel. The most common location 

is on or below the connecting rings. The 

sensing head should be set within 1.5 mm 

(0.06”) maximum from the cover stack.  
Figure 6-30: Cover Low Stack Sensor
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6.19. Can Feed Turret Setup 

Tools Required: 19 mm combination wrench, 6 mm hex key, 85018140S010 and 

85018140S020 shims. 

The proper running clearance needs to be set when a new Can Feed Turret Assembly is 

installed or when changeover occurs. 0.8 to 1.5 mm (0.032 to 0.060”) running clearance 

between the bottom surface of the Can Guide Inner and the top surface of the Can Feed 

Turret Assembly should be maintained. Add or remove Feed Turret Shims to achieve the 

proper running clearance. 

 
Figure 6-31: Can Feed Turret Elevation 

The Can Feed Turret timing needs to be synchronized with the Seaming Star. The timing of 

the Can Feed Turret could be set by placing a sample can or Timing Plug at the tangent point 

of Can Feed Turret and Seaming Star. Loosen four M12x30 Hex Head Screws half turn, and 

rotate the Can Feed Turret pocket to align with Seaming Star pocket to form a complete 

circle. 

  
Figure 6-32: Can Feed Turret Timing Adjustment Figure 6-33: Can Feed Turret Alignment 

6.20. Can Feed Chain Clearance and Timing 

Tools Required: 13, 15, 19, 22, and 30 mm combination wrench 

The Can Feed Chain needs to be under light tension constantly in order to keep the filler 

and seamer in sync. To adjust the chain tension, loosen the M8x20 screw holding the 

Locking Plate one turn. Disengage the Locking Plate from the Slide Rod. Hold the free end of 

the Slide Rod with the 22 mm wrench, and loosen the M20 Jam nut one full turn. Turn the 

Thread Bolt clockwise all the way which will retract the Slide Bar to the support block. Pull 
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the complete Chain Tensioner Assembly away from the seamer by hand, and latch the 

Locking Plate into the closest slot on the Slide Bar. Retighten the M8 x20 Screw, and then 

turn the Thread Bolt counterclockwise until you feel a slight resistance. Can Feed Chain 

should have the proper tension at this time. Tighten the M20 Jam Nut. 

 
Figure 6-34: Can Feed Chain Tension Adjustment 

Once the chain tension is set, proceed to set Can Feed Chain to Can Feed Turret Timing. 

Position a sample can or Timing Plug at the tangent point of Can Feed Turret and Seaming 

Star as shown on Figure 6-33. Set the Can Feed Chain Finger 3 mm (0.12”) behind the can or 

Timing Plug at this point.  

 
Figure 6-35: Can Feed Chain to Seamer Setting 

To adjust the Can Feed Chain, remove the Chain Guard if equipped. Loosen four M12x40 

screw one turn. Set the chain Finger 3 mm (0.12”) from can when can is at the center of 

the seamer. Retighten the screws and reinstall the Chain Guard. 

  
Figure 6-36: Chain Guard Removal Figure 6-37: Can Feed Chain Adjustment 
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6.21. Synchronize Seamer to Filler 

Tools required: None. 

Once the Can Feed Chain and has been repositioned by moving the Chain Wheel, the filler 

and seamer need to be resynchronized. This can only been done while the filler/seamer 

control is powered up.  

 
Figure 6-38: Filler/Seamer Synchronization 

Jog a sample can or Timing Plug in front of the Timing Mark located on the Filler Discharge 

Can Guide. Both Filler Backrest and Can Feed Chain should contact the sample can or Timing 

Plug outside diameter at his point on the can trailing surface. Advance or retard the seamer 

chain by turning the rotate the seamer hand wheel to this position. Save “Home position” 

for filler and seamer servo control once both filler and seamer are in position. See DVD-C 

Can Filler Manual for how to set machine home position. 

6.22. Discharge Star Timing Adjustment 

Tools required: 17 mm combination wrench. 

Position a seaming station by aligning it with the center line between the seaming Star and 

Discharge Star. Loosen the four M10x25 Screws located at the bottom surface of Discharge 

Star Hub half turn. Rotate the Discharge Star by hand to form a true circle. Retighten four 

M10x25 Screws after.  

  

Figure 6-39: Align Seaming Star to Discharge Star Figure 6-40: Fasteners Location 
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To replace the Discharge Star or perform a can size changeover, remove the Discharge Star 

and Discharge Rail Thumb Nuts, and then remove the Discharge rail and Discharge Star by 

lifting them straight upward. Do not loosen the 4 M10x25 screws. The Discharge Star timing 

should not move with can size changeover. 

6.23. Can Guides  Adjustment 

Tools required: 13 mm, 14 mm combination wrench, Timing Plugs. 

The Infeed & Discharge Rail running clearance must be set first before setting other rails. 

Loosen the two Thumb Bolts and the Clamping Bolt half to one turn. The Infeed & Discharge 

Rail is positioned 0.2 to 0.4 mm (0.008 to 0.016”) inside the bore of the Infeed Star (Fig. 6-

42). Place two sample cans or Timing Plugs in the Discharge Star bores, the diametrical 

clearance between sample cans or Timing Plugs should be 1 to 1.3 mm (0.04 to 0.05”).  

   
Figure 6-41: Can Guides Setup Figure 6-42: Infeed Dischg. Rail Position 

Place two sample cans or Timing Plugs at the seaming station and at the leading end of the 

Infeed Rail. Set the Infeed Rail with 0.15 to 0.25 mm (0.006 to 0.010”) running clearance. 

Place two sample cans or Timing Plugs at the Discharge Conveyor, and set the running 

clearance of Discharge Conveyor Rail to 1 to 1.3 mm (0.04 to 0.05”). Align the Infeed 

Conveyor Can Guides to be tangent to the Infeed & Discharge Rail and Infeed Rail. 

6.24. Knockout Pads Height Adjustment 

Tools required: 10 mm open wrench, two 19 mm offset thin open wrench (85035046S001), 

inside micrometer, feeler gauge. 

Knockout Rods with Pads should contact the cover with a light pressure when the Knockout 

Rod is at its lowest point of travel, which is at the makeup area where the Seaming Turret 

and the Can Feed Turret is tangent (Fig.6-44). Height Adjustment of Knockout Rods should 

be made before adjusting the Cap Centering and Knockout Cam.  

To adjust the Knockout Rod height, feed a cover through the machine by hand until it is in 

the area of makeup. The Knockout Rod should be at its lowest point. Adjustment nuts are 

not accessible at this point; therefore, make notes of where the Knockout Pad is in relation 
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to the cover. Excessive pressure on the cover or clearance between cover and pad will 

require adjustment. Rotate the Seamer around and locate the station being worked on 

between "1 OP" and the second "2 OP" (see Fig. 6-11). Make a mark on the Lower Turret 

Cladding directly below the center mark of the seaming station so that all Knockout Rods 

can be adjusted at the same location. Remove Top Housing Service Cover at the discharge 

side and make adjustments by holding the Knockout Rod and turning the bottom M12 

Jam Nut. Clockwise rotation of the Jam Nut will raise the Knockout Rod. Make adjustments 

and tighten both M12 Jam Nuts against each other to ensure height position. 

   
Figure 6-43: Knockout Rod Height Adjustment Figure 6-44: Knockout Pad Contact Lid 

Feed another cover by hand for the same seaming station and observe the spring pressure 

on the cover when the seaming station is at the makeup location. If a light pressure is on 

the cover and the cover could be slide between the Cap Pushers and Cap Guide with 

resistance, then it is correct. If the cover is completely loose or not be able to slide with light 

force, then repeat above procedures. 

After adjustment has been made, rotate the Seamer and place the seaming station at the 

position marked earlier on the Lower Turret Cladding below the seaming station center 

mark. Use a inside Micrometer to measure the dimension between Knockout Pad and Lifter 

Plate. Setup the remaining Knockout Rods at the same location with this dimension.  

 

The Retaining Ring at the top of the Knockout Rod is a safety feature to prevent the 

Knockout Rod from dropping too low which could jam and damage the machine. Check that 

the Retaining Rings are installed properly after adjusting the Knockout Rod height. 

6.25. Replace Knockout Rod 

Tools required: 9, 14 , 19 mm open wrenches, 10, 13 mm combination wrench or socket 

wrench, 4 mm Hex Key, Spanner with 4 mm pins KHS Part# 304999950046, thread locking 

adhesive. 



 

62 

 

Remove Service covers at discharge side of seamer and Top Cover above the Top Housing. 

Disconnect three oil lubrication lines attached to the Access Cover and swing the tubing 

away to clear the Access Cover, and then remove the Access Cover by moving it straight 

upward. Do not tilt the Access Cover While removing it until the oil tube below the Access 

Cover is completely out of the Center Shaft.  

 
Figure 6-45: Remove Access/Service Covers and Oil Lines 

Rotate the Knockout Carrier below the Access Cover opening, and remove the Knockout 

Pad, the Retaining Screw, and Washer. The retaining screw is made with the right hand 

thread and the Knockout Pad is made with left hand thread. 

   
Figure 6-46: Knockout Rod Removal Figure 6-47: Knockout Pad Removal 

Once the Knockout Pad is removed, the Knockout Carrier with Knockout Rod could be lifted 

out from the Access Cover opening together, and the Knockout Rod can be replaced on the 

work bench. 

 
Figure 6-48: Remove Knockout Carrier and Knockout Rod Together 
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Use thread locking fluid on the M8x16 Screws for Clamp Plates and Retaining Screws for 

Knockout Pads. Do not run the machine until the thread locking fluid is cured. 

6.26. Under Cover Gassing 

Under Cover Gassing is controlled from the Filler Service Module and HMI. See Filler 

Service Module manual for adjustment. 

6.27. Bubble Breaker 

Bubble Breaker is controlled from the Filler Service Module and HMI. See Filler Service 

Module manual for adjustment. 

6.28. Oil Lubrication System 

The seamer is lubricated with oil by an automatic flow metering pump with an 

integrated oil reservoir. The metering pump supplies oil to two divider valves which 

distribute oil to all critical points that require constant lubrication. Do not operate the 

seamer if the metering pump is not functioning properly. The metering pump oil 

reservoir is equipped with a sight glass for visual inspection. It’s important to check the 

oil quality and verify the water contain in oil routinely. 

 

Figure 6-49: Oil Lubrication System 
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Used oil is collected in a twelve liter (3 gallon) capacity reservoir. The Oil Filtration System 

filters the used oil and returns it to the same reservoir continuously. The normal operating 

pressure is between .8 bar and 2 bar. During the cold start, the pressure could be up to 5 

bar. It will require filter change when the pressure reaches 8.5 bar (125 PSI). 

To change the oil filter, shut down the seamer and stop the oil filtration pump. Loosen 

M8x12 screw half turn and swing the Latch downward. Swing out the Oil Filtration Panel to 

allow the access of filter canister. Loosen the T-Handle to remove the strap and Upper Cap 

of the canister. Remove the used filter and open the drain valve at the bottom of the 

canister. Clean up inside of the canister and flush with clean seamer oil. Install the new filter 

element (KHS Part# 301999966987) and reinstall the canister cap and strap. 

  
Figure 6-50: Open Filtration Panel Figure 6-51: Filter Replacement 

6.29. Oil Change 

Tools required: #2 fillips screw driver, 10, 13 and 19 mm combination or socket wrench, 9 

mm (3/8”) hex key. 

Depending on the type of oil used and the running condition, the oil service life could vary. 

At minimum, it will require an oil change for every 2000 hours of run time when using the 

mineral base food grade lubricant. To change oil, completely drain the oil out of the entire 

seamer from following areas. 

1. Top Housing-Disconnect drain hose 

2. Lower Turret Cladding-Remove the Drain Plug located at service side 

3. Oil Reservoir- Disconnect the suction hose 

4. Metering Pump Reservoir- Remove the Drain Plug located at bottom 

5. Filter Canister-Drain valve at the bottom of canister 

After draining, flush both reservoirs and filter canister with seamer oil. Reconnect all hoses 

and close all opened ports. Replace oil filter. Fill both reservoirs and filter canister with 
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seamer oil to the top. Open one of the Service Access Cover located at the Lower Turret 

Cladding (See Fig. 6-19), and add oil to the bottom edge of the opening. Pour 2 liters (2 

quarts) of seamer oil over the Seaming Spindle lower bearing, Knockout Cam, and Seaming 

Cam. Close all service covers, and start the Oil Filtration Pump. Observe the used oil 

reservoir oil level. Add oil if needed. 

 
Figure 6-52: Oil Drain Locations 1 and 2 Figure 6-53: Oil Drain Locations 3, 4 and 5 

6.30. Seaming Roll Lubrication 

Tools Required: Standard duty manual grease gun. 

Use the manual grease gun with NLGI 00 or 0 food grade grease to lubricate the Seaming 

Rolls at the grease fitting on the Seaming Lever. Grease flows through the Seaming Roll 

lubricating the Seal, Ball Bearings, and forcing out old grease or contaminants through the 

Relief Fittings on the Seaming Levers. Wipe off the discharge used grease at relief fittings. 

Charge one shot of grease slowly every 72 hours of operation or after CIP. See Section 

5.15.5 for suggested lubricants. 

 
Figure 6-54: Seaming Roll Lubrication 

6.31. Main Drive Gear Case 

See Table 5-2 for lubricant information. 
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6.32. Can Feed Drive Gear Case 

This gearbox is lubricated by splash lubrication. This type of lubrication ensures that the 

antifriction bearings are coated with lubricant continuously. The gearbox is to be filled with 

grease in the respective mounting position only up to the bottom of the level indicator. 

See Table 5-2 for the factory first filled lubricant information. 

6.33. Cleaning and wash down 

 

DO NOT use high pressure water to clean the seamer Top Housing bottom surface, Upper 

Seaming Turret bottom surface, and Lower Seaming Turret Lifters. This could cause water 

ingression.  

1. Thoroughly clean the Seamer between shifts or after every product change. Clean the 

areas below the bottom face of the Upper Turret and in the Cover Feed area. Detergents 

used through CIP units are determined by the customer. Flush detergents from the system 

after every wash down. Do not leave the detergents on the seamer longer than the 

recommended time by the detergent manufacturers. Do not shoot water straight up into 

the gap between the Upper Seaming Turret and Top Housing. Clean this area with brush. 

2. All enclosed areas above the Seaming Turret bottom surface, Top housing, service covers, 

and Lower Turret Cladding Access Covers must be secured during cleaning. DO NOT spray 

water above the bottom surface of Top Housing. 

3. Cold water should never be used on a warm machine. Cold water being directly applied 

to a warm or hot machine can produce internal condensation causing unnecessary 

corrosion, especially on the bearings.  

4. After wash down is completed, the Seamer should run for 10 to 15 minutes at 100 cpm 

and the Lubrication System should be cycled to make certain that the Seaming Rolls have 

been flushed. The Seamer should never be left overnight after a wash down without a 

thorough lubrication. 

5. Seaming Rolls must be lubricated after running the seamer to ensure that condensate is 

forced out. See Section 6.30 for the Seaming Roll lubrication. 

6. If the seamer will be shut down after the wash down, keep Oil Filtration System running 

to remove all condensation from inside of the seamer.  
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7. Maintenance Schedule 

 
  

H D W M

Thickness 4

Height 4

Countersink depth 4

Cover hook 4

Overlap 4

Body hook 4

Seam gap 4

Wrinkles < 20% X

Profile grooves X

Wear and tear X

free turning X

End play < 0.05 mm or 0.002" X

Sealing caps No grease leak X

Damage 4

Wear and tear X

Damage X

Wear and tear X

Height X

Separator Wheel X

NC/NC finger X

Metal shaving X

Spring pressure Per can manufacturer's Spec's X

Sticky Lifter free moving X

Lifter plate no damage X

Radial play < 0.3 mm or 0.012" X

Axial Play < 0.2 mm or 0.008" X

Radial play < 0.1 mm or 0.004" X

Axial Play < 0.08 mm or 0.003" X

Seamer Height Pin height Per can manufacturer's Spec's X

Wear and tear X

Metal debrid X

Cap Pushers Wear and tear X

Wear and tear X

Running clearance Per seamer operator manual X

Damaged fingers X

Chain Pitch < 1911 mm/10 fingers 2000

Infeed Conveyor Drop off 0.25 - 0.35 mm, 0.008 -0.014" X

Main Drive Gear Case Oil Change Table 5-2 for lubricant spec's 5000

Can Feed Gear Case Grease Change Table 5-2 for lubricant spec's 10000

Oil level X

Oil change 2000

Filter 6 bar or 88 psi max. 100

Pneumatic System Inlet pressure 6 bar or 88 psi X

Seamer Wash down X

D: Daily, W: Weekly, M: Monthly, H: Hours of operation

Per can manufacturer's Spec's

Seanming Spindle

FrequencyArea Check Spec's

Seam

Seaming Rolls

Seaming Chucks

Knockout Pads

Lid Separator

Lid Guides

Can Guides

Infeed Chain

Lubrication

Lifter
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8. Decommissioning, Storage, Recommissioning 

8.1. Decommissioning  

• Clean the seamer exterior thoroughly. 

• Charge all Seaming Rolls with food grade NLGI 00 or 0 grease until grease comes out 

of relief ports. 

• Drain all used oil from the Top Housing, Lower Turret Cladding, Metering Pump 

Reservoir, Used Oil Reservoir, and replenish with fresh oil. Record the oil expiration 

date.  

• Run seamer for 10 to 15 minutes at 100 can per minutes speed with Oil Filtration 

pump running. After shut down the seamer, keep the Oil Filtration Pump run for 

another hour. 

• Remove the Oil Filter from the Oil Filtration unit. 

• Disconnect Electrical wires to the Main Drive Servo Motor, Lid Feed Servo Motor, Oil 

Filtration Pump Motor, and Oil Metering Pump Motor. 

• Disconnect compress air supply line from the side of the seamer located at the filler 

side of seamer Top Housing. 

• Disconnect CO2 supply lines for Under Cover Gassing and Bubble breaker from the 

Under Cover Gassing Manifold and Bubble Breaker. 

• Drain all liquid from CO2 and compressed air hoses/tubing. Plug all hose and 

connection openings. 

• Cover the seamer with heavy gauge plastic sheets from the top of seamer to the 

floor. 

 

All electrical components might have potential energy remaining even though the main 

power has been disconnected or switched off. Check that there is no voltage at the 

electrical lines on the terminal box of the control cabinet. The electric cabinet may only be 

opened by qualified trained electricians. 

8.2. Storage environment 

• Seamer must be stored in a dry, indoor location. 

• Store the seamer in a low humidity area to minimize the bio growth.  

8.3. Maintenance required during long term storage 

• Rotate seamer by hand monthly for 3 to 4 seaming turret turns 

8.4. Recommissioning 

• Check the oil expiration date on record. If oil is expired when recommissioning the 

seamer, perform a regular oil change procedures. 

• Following the normal commissioning procedures. 
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9. Recommended Critical Spares 

KHS strongly recommends the user of KHS seamer to keep a complete set of Critical Spares 

on hand to minimize the unexpected down time. Use genuine KHS spare parts to ensure the 

performance of the seamer. If you need assistance to install the spare parts or change over, 

contact KHS Service Department for help. 

 

Continue to next page
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Part Number     Description                   Qty per

301024522640 V-ring 2

301024010060 O-ring 1

Part Number     Description                   Qty per

301024010062 O-ring 1

301104223850 Angular contact ball bearing_double-row 1

301022020920 Compression spring 3

Part Number     Description                   Qty per

301104220420 Angular contact ball bearing_double-row_ 1

85013039S001 Housing, Rotating mechanical seal (Gehäuse, Gleitringdichtung) 1

85013041S001 Rotating mechanical seal, , 35x64x16 (Gleitringdichtung) 2

301024016711 O-ring 4

301024080013 Wiper 4

85013146S001 Roller, Knock out cam, 25 mm dia.(Rolle, Ausstoßerkurve) 1

85013007S001 Washer (Scheibe) 1

85013009S001 Knock out rod (Ausstoßerstangen) 1

85013011S001 Washer, Knock out pad (Scheibe, Ausstoßerpad) 4

301132321370 Knockout Pad Retaining Screw 4

301104220730 Angular contact ball bearing_double-row 2

85013035S001 Tab washer (Nasenblech) 4

301022020036 Spring, knockout rod 4

301104702971 Cam follower 1

85013084S001 Shoulder screw-seaming roll height adjustment 1

85013120S001 Sealing unit, Seaming Roll, upper 1

85013023S001 Washer, Cone 8

85013028S001 Retaining screw 8

301024013210 O-ring 4

85013119S001 Cap, Seaming Roll, lower 1

Part Number     Description                   Qty per

85013169S001 Can plate, 72 mm (Dosenteller,, 72 mm) 1

85013170S001 Support plate, complete (Stützplatte, komplett) 1

301024011360 O-ring 2

304999951265 Spring 2

301104220040 Angular contact ball bearing 3

85013107S001 Roller, Lifting cam 2

X05049227 Cam follower 2

85013203S001 Seal Lifting station 1

85035025S001 Assembly aid-Seal Lifting station 1

85003051S001 Table, complete

85013050S001 Seaming turret, Upper, complete (Falzrotor, Oberteil, komplett)

85013050S001 Seaming turret, Upper, complete (Falzrotor, Oberteil, komplett)

85013080S002 Seaming turret, Lower part, bottom, complete (Falzrotor, Unterteil)
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Part Number     Description                   Qty per

301104207821 Deep groove ball bearing 2

301024522260 V-ring 2

301024016340 O-ring 2

301026012850 O-ring 1

Part Number     Description                   Qty per

301104207821 Deep groove ball bearing 2

301024522260 V-ring 2

301024016340 O-ring 2

301026012850 O-ring 1

Part Number     Description                   Qty per

301104201603 Deep groove ball bearing 2

X05224266 O-ring 1

301024011160 O-ring 1

301024522060 V-ring 1

301024016060 O-ring 4

85018060S001 Piston (Kolben) 2

85018061S001 Stopper, Cover (Stopper, Deckel) 1

301063010018 Magnetic valve_3/2-way 1

301063010019 Magnetic valve_3/2-way 1

Part Number     Description                   Qty per

301104205310 Deep groove ball bearing 1

301104207811 Deep groove ball bearing 4

301024315480 Radial packing ring 4

301024317800 Radial packing ring 1

301024014150 O-ring 1

301024010490 O-ring 1

301024010670 O-ring 1

301026012520 O-ring 1

Part Number     Description                   Qty per

85027___S___ Seaming Roll_First operation_komplett 1

85027___S___ Seaming Roll_Second operation_komplett 1

85027___S___ Seaming chuck__ 2

85023___S___ Knock out pad 1

85023___S___ Pusher,Lid 2

85023___S___ Separation Wheel 1

85018040S001 Can infeed star column, complete (Sternlagerung, Doseneinlaufstern)

85018045S001 Dischare star column,, complete

85018070S001 Cap feed, complete (Verschlusszuführung, komplett)

    85003029S001 Gear set, complete

Format Parts
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Part Number     Description                   Qty per

85027___S___ Seaming Roll_First operation_komplett 1

85027___S___ Seaming Roll_Second operation_komplett 1

85027___S___ Seaming chuck__ 2

85023___S___ Knock out pad 1

85023___S___ Pusher,Lid 2

85023___S___ Separation Wheel 1

301999966987 Oil Filter 4

301999966990 Pump seal kits-Viton 1

301999967001 Solenoid valve coil, 24 VDC 1

301142150606 Seaming roll grease, 19 kg 1

301142010309 Seamer oil, 22L, 5.8 gal 2

Format Parts

Lubrication System
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10. Appendix 

10.1. Main Drive Gear Case Manual 
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10.2. Can Feed Drive Gear Case Manual 
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10.3. Oil Filtration System 
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10.4. Oil Lubrication Pump 
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