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Foreword

[SO (the International Organization for Standardization) is a worldwide federation of national standards
bodies (ISO member bodies). The work of preparing International Standards is normally carried out through
ISO technical committees. Each member body interested in a subject for which a technical committee
has been established has the right to be represented on that committee. International organizations,
governmental and non-governmental, in liaison with ISO, also take part in the work. ISO collaborates closely
with the International Electrotechnical Commission (IEC) on all matters of electrotechnical standardization.

The procedures used to develop this document and those intended for its further maintenance are described
in the ISO/IEC Directives, Part 1.In partlcular the different approval criteria needed for the dlfferent types

of ISO documen
ISO/IEC Directives, Part 2 (see WWW.is0. org/dlrectlves)

[SO draws$ attention to the possibility that the implementation of this document may involve-the
patent(s).[ ISO takes no position concerning the evidence, validity or applicability of any clai
rights in fespect thereof. As of the date of publication of this document, ISO had not,received no
patent(s) which may be required to implement this document. However, implemefitefs are caut

this may not represent the latest information, which may be obtained from the patent database ay
www.iso.prg/patents. ISO shall not be held responsible for identifying any or alljstuch patent rightg.

Any trad¢ name used in this document is information given for the coenvenience of users and|
constitut¢ an endorsement.

For an explanation of the voluntary nature of standards, the meaning of ISO specific terms and e
related tp conformity assessment, as well as information about ISO's adherence to the Wo

les of the

use of (a)
d patent
ice of (a)

ijoned that

ailable at

does not

ford.html.

Organization (WTO) principles in the Technical Barriers to Trade(TBT), see www.iso.org/iso/forew
This docyment was prepared by Technical Committee ISO/TC 52, Light gauge metal containers.
Alist of all parts in the ISO 24021 series can be found@n the ISO website.

Any feedback or questions on this document shéuld be directed to the user’s national standard
complete [listing of these bodies can be found atwww.iso.org/members.html.

s body. A
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Introduction

The terms and classification of open-top cans and ends are specified in ISO 24021-1. This document is a
continuation of ISO 24021-1, and aims to specify relevant terminology and classification on general cans
according to industries situation, and to promote the technical communication and international trade for
stakeholders in this field.

Similar to open-top cans and ends, some terminology of general cans currently in use has developed through
common usage and is not always logical. There are occasional conflicts between tradition and logic, and
some definitions inevitably represent a compromise. The same situation exists with classification, the

method by which classifiers are defined depends upon the application area. In addition, the classifiers used
within a narticular :\pp]ir‘qﬁnn areawillnot :ﬂv\myc be :dnqn:\fn for all situations

© IS0 2024 - All rights reserved
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International Standard

ISO 24021-2:2024(en)

Light gauge metal containers — Vocabulary and
classification —

Part 2

General cans

1 Scop
This docu

This docu
chrome p
more tha

e
ment defines terms and establishes a classification (see Annex A) for general cans.

ment is applicable to general cans used in food, chemical, gift and other fields made of {
ated steel, stainless steel plate and laminated steel plate with a nominal material thi
0,49 mm.

2 Normative references

There are

3 Tern
[SO and I

no normative references in this document.

ns and definitions

.C maintain terminology databases for use in.standardization at the following addresses

— ISO Online browsing platform: available at httpst//www.iso.org/obp

— IECE

3.1 Ter

3.1.1
plain pla
ETP or TH

Note 1 to 4

Note 2 to 4
coated ste

3.1.2
stainless

ectropedia: available at https://wwwzelectropedia.org/

ms related to raw and processed materials

fe
S plate with bare surface

ntry: ETP is the abbreviation for tinplate or electrolytic tinplate.

1.

steel

inplate or
rkness no

ntry: TFS isitlie abbreviation for tin free steel, another name for electrolytic chromium or chromjfium oxide-

steel witl

- : . 1 1 . - PR A | P WY = V2 1.1 :
IO TUSL, COITTOSIUIT ITCSISUAIILT, dIIU CIIT UIIITUIIT COIILCIIT Ul AU IC4dS5U0 1U,0 70, dlIU UIC IIId X TIIT

content of not more than 1,2 %

3.1.3

coated tinplate or tin free steel
plain plate (3.1.1) coated with lacquer and cured at high temperature to form a film on its surface

3.14
laminate

d steel

m carbon

composite material with dual properties of organic polymer material and metal material formed by
laminating a layer of polymer film on the surface of plain plate (3.1.1) through the melting method

© IS0 2024 - All rights reserved
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3.2 Terms related to manufacturing technique

3.2.1

cutting angle

notch

right angles or certain degree angles cut symmetrically on the four corners of the flat metal sheet used for
can body forming

3.2.2
pre bending
action of making the edge of the can to form an inward or outward curve

3.2.3
bending
action of making the body blank bent according to the desired length of the finished can

3.2.4
forming
cylinder fprmed from the body blank by the rounding device

3.2.5
flanging
upper or lower edge of the can that is flared out at right angles to the verticalaxis of the can

3.2.6
lock seam
seaming fprmed by the two edges of a can body shaped like hooks\and compressed to form four layeyr's of plate

3.2.7
necking
die or spiphning method for reducing the diameter of the:open top of a cylinder blank

3.2.8
expanding
punchingfmethod for enlarging the diameter efithe open top of a cylinder blank

3.29
embossing
printing Pprocess that uses a concaveand convexity mould to form printed material deformatioh under a
certain pfessure to form a pattern on the surface

3.2.10
bottom lIcking
process that allows the,body and bottom of the can to be locked together

3.2.11
curling
adding offa citcular roll to the edge of the sheet

3.2.12
welding
joining of two vertical edges of the body cylinder by using heat at high temperature

3.2.13
punching
making of a hole on metal plate by die

3.2.14

riveting
use of mechanical fastener, composed of head and tail, to fasten attachment with can body or end

© IS0 2024 - All rights reserved
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3.2.15
drawing
processin

1SO 24021-2:2024(en)

g method that uses the extensibility of metal materials by drawing die to put a blank or semi-

finished product of a certain shape into a mould to form an open hollow can

3.2.16
seam
sealing st

ructure formed by rollers to make the flange of the can body and the hook of the cover (bottom)

overlap each other and press tightly

3.2.17

ink-jet printing

process o

3.2.18
seaming
main par

double-séa

and roll t
combined
cover hoo

3.2.19

seaming
sealing ag
meets the

3.2.20
base plat;
part that
pressure

the formdtion of double curling and meet the sealing reéquirements

3.2.21

seaming
part of th
the comb
sealing rqg

3.2.22

double s¢
sealing st
thecanb
three layg

3.2.23
compour
sealing m

oll
on a can seamer with two small round wheels with different curvatures around that forms the
m structure, in which the first roller is to roll the can cover hook under the can bddy flange
em together, and the second roller is to press the first roller tightly, so that'the curling is tightly
with each other, and the sealant is filled inside the forming gap between the can body and the
|

rail
cessory part of the high-speed sealing machine, which replaces the roller, forms a double[seam and
sealing requirements

e
lifts the can lid and the can body upward when*the can sealing machine is running, sp that the
head is embedded in the can lids, and the canbody is stabilized to avoid sliding, so as td facilitate

chuck
e can sealing machine that can He embedded in the countersunk part of the can cover anjd support
ned part of the can cover and‘the can body with the peripheral side to resist the presspre of the
ller

bam
ructure formed by~the operation of the first roller and the second roller to make the flanging of
bdy and the haok-of the cover (bottom) overlap each other and press tightly, which is cofnposed of
rs of top (bottem) cover thickness and two layers of can body thickness

d
aterial formulated with latex or rubber, filler and tackifier

3.2.24
handle

metal or other material installed on the can body or lid for lifting the can

3.3 Terms related to quality

3.31

body hook

BH

folding over of the body flange into an interlocking hook

© IS0 2024 - All rights reserved
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3.3.2

cover hook

CH

hook formed from the cover curl extending from the radius to an opposite (180°) radius

3.3.3
seam thickness
maximum external dimension measured across or perpendicular to the body and cover hook

3.34

seam width

seam length

seam height

maximun} dimension measured parallel to folds in the seam

3.3.5
seam gapi
place betyveen the top of the body hook radius and the underside of the seaming panel

3.3.6
length of|overlap

actual ové¢rlap

measurerfent of how much the body hook (3.3.1) overlaps the cover hook (3.3.2)

3.3.7
rate of oyerlap
% OL
percentage of overlap

ratio of tHe length of overlap (3.3.6) relative to the internal seam length, expressed as a per cent

3.3.8
wrinklegrating
WR
degree oflwaviness occurring in the cover hook (3.3.2) from which the degree of double seam tightness is
determingd

3.39
tightnesg rating
TR
measure ¢f the degree of wrinkle'left on the end hook on the completed double seam

3.3.10
cover ho¢k butting
CHB
percentage of the can‘cover hook (3.3.2) at the overlap of the seam to the theoretical cover hook (3.3.2) length

3.3.11
body h0(1k butting
BHB

percentage of the can body hook (3.3.1) at the overlap of the seam to the theoretical body hook (3.3.1) length

3.3.12
countersink depth
distance from the top radius of the double seam to the bottom of the countersink radius

3.3.13

pressure ridge

clearly visible impression formed by seaming roll pressure around the inside of the can body against the
cover countersink wall by stripping the double seam for inspection

© IS0 2024 - All rights reserved
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3.3.14
splash
spikes of metal extending from the weld due to excessive heating at the site of the spatter

3.3.15

cold weld

false welding

pseudo welding

welding when two plates to be welded have not reached the plastic-welded state (only the tin is melted) due
to a low welding temperature

3.3.16
weldlng pinhole
cavities ti;at can appear in a melded puddle after two pieces of metals are welded together

3.3.17
welding puncture
individua] welding spots melt and perforated due to the sudden excessive welding current

3.3.18
missing ‘t/lelding

open wel

welding point failing to weld due to no current or too small current

3.3.19
burned weld
excessivellocal heat due to the presence of foreign materials, restilting in a burned through condition

3.3.20
off-set
defect whiere the weld port is not flat due to a poor end.lap

3.3.21
fishtail
defect whlere the end of the weld is protruding due to poor welding

3.3.22
dead head
spinner
skidder
slip seam
incompletely ironed out donblé seam

3.3.23
jumped seam
defect wHere the.hemming at the weld is thicker and the roller skips when passing through the|weld and
fails to compress\the hemming

3.3.24
false seam
false seal
seam or portion of a seam that is entirely unhooked and in which the folded cover hook (3.3.2) is compressed
against the folded body hook (3.3.1)

3.3.25
creasing
linear indentation below the double seam, where the metal layer is scratched or broken by the seam roller

3.3.26

lip
tongue-shaped part obviously exposed at the lower edge of the curling due to poor sealing

© IS0 2024 - All rights reserved
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3.3.27
droop
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iron tongue that exceeds 20 % of the curling width at the seam of the can body

3.3.28

sharp seam
sharp edge at the top inside portion of the seam at any point around the seam

3.3.29
cut over
fractured

seam

seam defect sharp enough to fracture the metal at the top inside portion of the seam

3.3.30
vee
v-shaped
between 1

3.3.31
knocked

soft crab
body flan

3.3.32
scratch
defect cau

3.3.33
mislock
degree of]

3.3.34
bottom s
degree of]

3.3.35

mismatc
mis-asser]
canand c

3.3.36
poor cur]
degree of

3.3.37
handle f3
separatio

3.3.38

protrusions under the double seam edge, which formed on the cover hook (3.3.2) due'to bz
he cover hook (3.3.2) and the body hook (3.3.1)

down flange

be bent back against the body without being engaged with the cover-hook (3.3.2)

sed by external friction or damage on the tin-plated layer; paint film or external printed

unhooking along the side seam of a can

pam failure
unhooking along the bottom seam of a‘can

N
hbly
bver misaligned before entering the seaming cycle

ing
uneven around.erimping

11 off
h of hafidle from can body or lid

d overlap

iron label

poor ang

ecutting

deform, residue or burr appeared in cutting area, affecting following process

3.3.39

coating cracking
cracks appearing on the coating due to process

© IS0 2024 - All rights reserved
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poor compound lining
wrong compound or improper compound weight, uneven distribution, over or under curing, resulting in
poor sealing

Note 1 to entry: Specific manifestations are, for example, excess compound, compound skip, compound smear, dirty

ends, peeli

3.3.41

ng compound, and so on.

poor embossing
wrong position and poor appearance of the embossing

3.3.42

dimensid
checking

3.3.43

appeararnce inspection

checking

3.3.44
hermetid
use of int

3.3.45
handle st
maximun

3.3.46
aggressiy
testing off

3.3.47

axial loadl strength

maximuni

3.3.48
drop test
lifting of't

3.3.49
enamel r
ERV
evaluatio

3.3.50
carbon f¢
sum of gr
based on

n measurement
bf the cans dimension using the corresponding measuring tools

bf the appearance of the cans by visual inspection

seal inspection
brnal air pressure or vacuum to test cans for leaks

rength
stretching force that the handle can endure

e test
the corrosion resistance of the can surface usingthe corresponding measuring gauges

vertical load force or pressure on thé-can

he finished can to the set/eight and angle, and let free fall

ate value

h of the undesited metal exposure by checking the integrity of the coating using current

otprintof a light gauge container
penhouse gas emissions and removals in a light gauge container, expressed as CO, equiy
h life‘cycle assessment

alue

alent and

3.3.51

primary metal
metal extracted from minerals and free of reclaimed metal scrap

3.3.52

secondary metal
metal that does not directly originate from a primary mineral but from a recycling process or from the

processin

g of waste streams from primary production

© IS0 2024 - All rights reserved
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3.4 Terms related to classification

3.4.1

general can

rigid container made of metal plate with a thickness of no more than 0,49 mm, which is sealed after filling
with a closure that may be made of a different material

Note 1 to entry: Usually, the container can be reclosed after initial opening.

3.4.2
general can for liquid food
general can (3.4.1) for liquid products such as beverage and edible oil, etc.

3.4.3
general dan for dry food
general cdn (3.4.1) for dry products such as confectionery, protein powder and condiment

3.4.4
general dan for industrial purpose
general cdn (3.4.1) for chemical products such as lacquer, lubricant and ink

3.4.5
general dan for other purpose
general cdn (3.4.1) for products such as crafts, jewellery, tools, cosmetics@nd toys

3.4.6
stainless|steel general can
general cqn (3.4.1) made of stainless steel

3.4.7
plain steel general can
general cqn (3.4.1) made of plain steel

3.4.8
coated stleel general can
general cdn (3.4.1) made of coated steel

3.49
laminated steel general can
general cdn (3.4.1) made of laminated steel

3.4.10
three-pigce general can
can made|from three main components, a body, a top end and a bottom end

Note 1 to gntry: See Eiglurte 1.

Figure 1 — Three-piece general can

© IS0 2024 - All rights reserved
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3.4.11
two-piece general can
can made from two main components, a body and a bottom, which form one piece and a top end

Note 1 to entry: See Figure 2.

Figure 2 — Two-piece general can

3.4.12
pail
full-frictipn can fitted with one or more handles

Note 1 to gntry: See Figure 3.

a) Single-handle b) Double-handle
Figure 3 — Pail

3.4.13
full-frictjon‘ean with clamping ring
full-frictigrrcan which lid is held in position by a closing band

Note 1 to entry: See Figure 4.

© IS0 2024 - All rights reserved
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Figure 4 — Full-friction can with clamping ring
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‘:'—\J

3.4.14
lever-lid
can with
and is not

Note 1 to d

can with ring

ntry: See Figure 5.
|

a) Ong¢

3.4.15

 ring with single lid

slip-lid can

can with

Note 1 to 4

ntry: See Figute 6.

—

b) One ring with double lids c) Double rings with dou

Figure 5 — Lever-lid can with ring

h drawing lid which fits the slider track on both sides of the can body

h seamed ring on top and a lid that fits into the ring, which is filled through the.closure
equipped with a diaphragm

aperture

||
I
Figure 6 — Slip-lid can

© IS0 2024 - All rights reserved
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3.4.16
crimped-cover can
pail with a removable cover which is crimped over an external curl around the open end of the can body

Note 1 to entry: See Figure 7.

Figure 7 — Crimped-cover can

3.4.17
hooped dan
pail with p ring clamping lid tightly

Note 1 to gntry: See Figure 8.

T

Figure 8 — Hooped can

3.4.18

flat-top cpn
can with a&seamed flat top with an aperture which can he prm/idpd with a varietv of closures

Note 1 to entry: See Figure 9.

© IS0 2024 - All rights reserved
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Figure 9 — Flat-top can

3.4.19
cone-top|can
can with § seamed cone-shaped top with an aperture which can be provided with aariety of clospires

Note 1 to gntry: See Figure 10.

=
|
|
|
|
|
g

Figure 10 — Cone-top can

3.4.20
hinged can
can with hinge, slide fastenef-and lap joint to fold and close

Note 1 to gntry: See Figuré I~

Figure 11 — Hinged can

© IS0 2024 - All rights reserved
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3.4.21
round can
can with a circular cross-section

Note 1 to entry: See Figure 12.

a) Round cross section b) Cylindrical can c) Tapered can d) Round bottle can
Figure 12 — Round can

3.4.22
rectangular and square can
can with & rectangular or square cross-section

Note 1 to gdntry: See Figure 13.

. X 7 3
Y Q
w, Ao w,
A A
a) Rectangular cross-section b) Square cross-section

Figure 13 — Rectangular and square can

3.4.23
obround can
can with a cross-section of parallel sides of equal length joined by two curved ends

Note 1 to entry: See Figure 14.

© IS0 2024 - All rights reserved
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7

e A
\ 2J

a) Semi-circular ends b) Ends of different radii

Figure 14 — Obround can

3.4.24
oval can
can with §n oval cross-section

Note 1 to gntry: See Figure 15.

>m

Figure 15 —0Oval can

3.4.25
trapezoidal can
can with an approximately trapezoidal crgss-section with rounded corners

Note 1 to gntry: The shorter of the parallel'sides and the non-parallel sides can be curved.

Note 2 to gdntry: See Figure 16.

/

> —H-———

)

a) Trapezoidal can with parallel sides b) Trapezoidal can with curved sides

Figure 16 — Trapezoidal can

© IS0 2024 - All rights reserved
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