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DESCRIPTION
Dixie Model 25D series of double seamers are
adaptable for containers up to 4 1/4" diameter
and 6" tall. At the time of fabrication, extension
posts may be used to accommodate containers
taller than 6".

With the machine turned on and the
baseplate in the lower position, place filled
container with lid in place on the baseplate.
Lower the hand lever to the locked position;
this raises the container into position with the
chuck. The machine automatically seals the
container and stops. Raise hand lever, remove
the can and repeat the operation.

Upon opening the box your seamer arrives in, compare the contents of the box with the attached
packing slip. NOTE: Two gauge wires (1st operation wire and 2nd operation wire) and a Chuck Wrench
are provided with each new Model 25D. They are attached to the seamer's rear post. Remove and
store in a safe location. These proprietary tools are required for the care and adjustment of the
machine. Additional tools are required for maintenance and adjustment of your seamer (if it is an item
we stock, the part number is provided.)
•
•
•
•
•
•

5/8 open end wrench (176-A)
1/4" ratchet driver (176-C)
oiler (177-B)
3/16 allen wrench (176-B)
8" flat head driver w/ 3/16 tip (176-D)
11/16 open end or crescent wrench (43)
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QUICK START

(read and follow these procedures prior to operation of Model 25D)
You've opened the box, compared the contents to the packing list, located and stored the
gauge wires and chuck wrench (they're attached to the rear post). Securely bolt your seamer to
your counter top or table and properly connect it to your electrical supply. Now turn to page 2Schematic. Using the schematic, carefully examine your seamer and identify all of the parts.
This quick review will help you familiarize yourself with the machine. This step is important, the
more familiar you are with the machine the easier it will be to understand the information that
follows.
Your Model 25D seamer was set up and adjusted to close your container within the
specifications (spec sheet) you provided to Dixie Canner Company prior to leaving the factory.
It is likely that the last sample container (provided by you) sealed at the factory is still mounted
on the machine. Prior to removing the container, lower and raise the base plate (by operating
the hand lever a few times. Pay particular attention to the amount of pressure you have to
apply to the hand lever when locking the container into position with the chuck. You want to
develop a feel for the amount of base plate pressure required to properly seal your container.
This will be helpful in making periodic adjustments due to wear or when installing change parts
for a different sized container. Remove the sample can from the machine.
Grab your oiler and turn to page 3. Examine the picture on page 3. The captions and
directional arrows demonstrate the areas that need to be lubricated. Apply several drops of oil
at each location. Use a paper towel to wipe off any excess oil. Your Model 25D is designed to
have a long service life with proper care and maintenance. Prior to operating your machine
each day, lubrication needs to be applied. If the machine will be out of service for a day or
more, lubricate it before storing and again prior to placing it back in service. Take time to wipe
down the machine at the end of each use. Accumulated dust, dirt, debris, excess oil and other
viscous fluids organic to your operations can combine to form ( for lack of a better word) gunk.
"Gunk" can act as a grinding paste which can cause excessive wear of metal parts.
Turn the machine on. Seal two or three test containers. Break the double seams down and
evaluate them according to your/company procedure. Body hook, cover hook, seam height,
and seam tightness can all be fine tuned within the parameters for which your container and
end were designed. Your container manufacturer should provide you a specification sheet
(which you provide to Dixie Canner Company with your samples when ordering) for your
container and end. Container design is a complex field. There is no such thing as a "standard"
size. Similarly sized containers may be made with materials of different weights, etc. which has
a direct bearing on the optimum double seam dimensions required for any particular container.
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SCHEMATIC

2

DAILY LUBRICATION ILLUSTRATION
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CHANGE PARTS SET UP AND ADJUSTMENT
FOR THE MODEL 25D
Due to friction, pressure, and other forces applied to the various parts of your Model 25D during
operation a certain amount of wear to the parts of your machine (as with all machines) will occur. Your
Model 25D has been designed to compensate for this. Proper care and maintenance and daily
lubrication can minimize wear. While following your/company's double seam evaluation procedure you
may notice a variance in optimal seam dimensions due to machine wear. Or you may be installing
change parts you have purchased for a different sized container and have to set up the machine from
scratch. Regardless, the procedures and the order in which they are followed are the same. In the
following pages detailed instructions for performing each of the following procedures are provided.
1) Base Plate Pressure adjustments:
Base plate pressure adjustments are performed to;
a) prevent container from slipping or turning during the seaming cycle
b) increase or decrease body hook
2) First Operation adjustments:
First operation adjustments are performed to;
a) increase or decrease cover hook
b) can influence seam height, thickness and countersink depth
3) Second Operation adjustments:
Second operation adjustments are performed to;
a) increase or decrease seam thickness
b) increase or decrease seam height
4) Installing or Removing Chuck:
Use a 5/8” open end wrench to hold the drive shaft to prevent the shaft from turning when installing
or removing a chuck. Open the Lexan Guard Door to access the drive shaft and apply the wrench to the
square flats of the chuck shaft located below the clutch/brake.
Use the Chuck Wrench (provided with the seamer) to remove or install the chuck. Depending on the
size of your chuck, insert the pins of the chuck wrench into adjacent or diagonal holes in the surface of
the chuck.
To remove (loosen) the chuck, turn the chuck counterclockwise (towards the left).
To install (tighten) the chuck, turn the chuck clockwise (towards the right). Always insure the chuck
is fully tightened with the bottom of the chuck shaft flush with the top of the chuck.
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BASE PLATE PRESSURE ADJUSTMENTS
(FOR PROPER CHUCK ENGAGEMENT AND +/- BODY HOOK)

In order to perform base plate pressure adjustments you will need a long, slender flat head screw driver with a
narrow (3/16") tip. Caution: insure Start/ Stop Switch is in the stop position and the machine is not running.
Step 1. Remove base plate from plunger (29) by simply lifting it out.
Step 2. While holding the base plate by base plate stem, look into the hole in the center of the base plate. You will
see the slotted end of the set screw (56). Inspect the metal disc(46) and disc retainer spring (59) inside the
(bottom of) Plunger (29) for excessive wear or breakage.
Step 3. Insert screw driver into the hole in the center of the base plate and loosen (turn counter clockwise) the Set
Screw (56) several turns so that the Adjusting Screw (57) can be screwed in and out freely.
Step 4. Replace the base plate in the plunger, press the base plate firmly downwards to insure it is fully seated.
NOTE: To increase base plate pressure remove base plate and turn the Adjusting Screw (57) counterclockwise
increasing the length of the screw protruding from the base plate stem, to decrease base plate pressure turn the
Adjustment Screw (57) clockwise reducing the length of the screw protruding from the base plate stem.
Step 5. Place container and end on base plate. Depress can raising lever positioning the container end on the
chuck. One of three things will happen;
a) The container end will be fully seated onto the chuck and the base plate is in the locked position (you cannot
push it down), this is good.
b) The container end is fully seated on the chuck but the base plate will not lock in place. You need to gradually
decrease the base plate pressure until the base plate locks in place with the end and chuck properly positioned.
c) The container end is not fully seated on the chuck and the base plate is in the locked position. You need to
increase base plate pressure until the end is properly seated on the chuck and the base plate is in the locked
position.
Step 6. With container properly positioned on chuck and base plate locked, grasp the container and attempt to
turn it. If the chuck allows it to slip and turn you need to gradually increase base plate pressure until the container
is firmly in place. If the Container doesn't slip and turn, gradually decrease base plate pressure until slight
movement (slip/ turn) of the container is possible. Then slightly increase pressure until container is firmly in place.
The base plate pressure is set. After adjusting the first operation, seal a container and inspect the seam. You
can increase body hook by increasing base plate pressure. You can decrease body book by decreasing base plate
pressure.

SECTIONAL VIEW OF BASE PLATE ASSEMBLY
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NEUTRAL POSITION/TIMING THE MACHINE
Your Model 25D was in the neutral position (properly timed) when you removed it from the
shipping carton. The machine is in the neutral position when both Cam Rolls (20) are in their
innermost position and both Seaming Rolls (1st and second operations) are in their outermost
position.
Timing the machine. For some reason a seaming cycle was interrupted (power outage, etc.)
and now the machine is out of time ( Not in neutral at the beginning of the seaming cycle). This
is easily corrected.
Step 1- Power to the machine should be on.
Step 2- Depress the container raising lever (23) and allow the seamer to complete its cycle. It
will complete the cycle and stop in neutral.
Note: On pages 8 and 9 you will find instructions for adjusting the 1st and 2nd operation
seaming rolls. It will be necessary to advance the machine from neutral to a specific rotation
in the seaming cycle. This is necessary so that the seaming roll that you are adjusting is at its
innermost position in relation to the chuck. This is easily accomplished by pressing and
releasing the clutch/brake actuator (displayed in the picture below). Each time you press and
release the actuator, the clutch/brake advances one (1) rotation.
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GAUGE WIRES, USE AND PROPER POSITIONING
Two gauge wires are provided with your Model 25D seamer. They were attached along with
the chuck wrench to the rear post of your machine when you received it. The gauge wires are
used as a starting point for adjusting the seaming rolls. Final adjustments will be required to
obtain specific seam dimensions recommended by your can supplier or manufacturer. The first
operation gauge wire is the approximate thickness of your first operation seam. The second
operation gauge wire is the approximate thickness of your second operation seam.

Gauge Wire Sizes
Dixie Part No.

Thickness

40
41

1st Operation
2nd Operation

0.062
0.031

40-C
41-C

1st Operation
2nd Operation

0.080
0.050

40-P
41-P

1st Operation
2nd Operation

0.090
0.075

CORRECT POSITIONING OF GAUGE WIRE
Gauge wires should be positioned in the groove of the seaming roll and against the lip of the
chuck.
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FIRST OPERATION SEAM ROLL ADJUSTMENT
There are ten (10) revolutions per seaming cycle, four and a half (4 1/2) revolutions per
seaming roll (the tenth revolution is the neutral position). The function of the first operation
seam roll is to curl the cover hook and body hook into proper position.
Step 1- Insure the machine is in neutral. Remove the second operation seaming roll and set
aside. Or loosen the lock nut and turn set screw counter clockwise insuring 2nd operation
seaming roll cannot contact chuck.
Step 2 - With power on press and release the actuator on the clutch/brake assembly four (4)
times. Turn the machine off. Then press the actuator one (1) more time to release the clutch
brake. While manually turning the clutch one half turn in a clockwise direction. You can either
grasp the Collar(508) and turn by hand or use a 5/8" wrench to turn the chuck shaft. These 4
1/2 revolutions of the clutch/brake assembly place the first operation seam roll at its innermost
position with the chuck
Step 3- While the power to the machine remains off , loosen the lock nut (16) and place the
first operation gauge wire in the proper position (see photograph on Page 6). Adjust set screw
(17-A) until the first operation seam roll is snugly in position with the chuck. You should still be
able to move the gauge wire back and forth between the seam roll and chuck. You want to
achieve a firm fit. If you cannot remove the gauge wire with a firm but smooth resistance the
adjustment is too tight.
Step 4- Turn power to the machine on which will automatically complete the fifth revolution.
Step 5- depress the actuator on the clutch/brake assembly four (4) times to put machine back
in neutral.
Step 6- Seal a container. Inspect the seam according to your/company's recommended
procedure.
Step 7- Fine tune your adjustments to achieve your container supplier's or manufacturer's
recommended first operation cover hook and body hook.
a) To increase body hook, increase base plate pressure.
b) To decrease body hook, decrease base plate pressure.
c) To increase cover hook, tighten first operation seaming roll.
d) To decrease cover hook, loosen first operation seaming roll.
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SECOND OPERATION SEAM ROLL ADJUSTMENT
The function of the second operation seaming roll is to complete the sealing of the
container.
Step 1- Re-install the second operation seaming roll (you removed it so it would be out of the
way while you adjusted the first operation).
Step 2- With power on depress the container raising lever (23) and allow the machine to
perform one seaming cycle.
Step 3- With power on depress the actuator on the clutch/brake assembly nine (9) times,
placing the second operation seam roll in its innermost position. Switch power OFF.
Step 4- Using the second operation gauge wire adjust the second operation seaming roll in the
same manner in which you adjusted the first operation seaming roll (page 8).
Step 5- Turn power to machine on, depress container raising lever (23), to complete tenth
revolution and cycle, returning machine to neutral.
Step 6- Seal a container, inspect the seam, make any final adjustments necessary.
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Troubleshooting
Until the operator is familiar with the mechanics of your can closing machine and learns to
recognize irregularities in the essential requirements of the double seam, the following outline
intended to help notice obvious defects and list some causes that may serve as a guide in
correcting minor problems.
NOTE:
Should the clutch/brake assembly continue to turn without stopping in the neutral position,
check the position of switch (632) located directly behind the cam roll (20) on the rear of the
machine. The switch (632) should be positioned close enough to the cam roll so that the cam
roll can push the bronze prong of the switch (632) sufficiently to fully activate switch. With
the machine on, the switch will produce an audible click when the switch (632) is correctly
positioned, and the clutch assembly will stop in the neutral position. If the switch (632)
cannot be adjusted properly or is visibly damaged it needs to be replaced.

MECHANICAL DEFECTS AND COMMON CAUSES
a) Container slips or will not turn during seaming operation.
1. Damage or lack of oil in the base plate, height spacer or plunger assembly.
2. Missing or broken metal discs/retainer spring in the plunger.
3. Insufficient base plate pressure.
4. Worn or wrong size chuck.
5. Seaming rolls binding on pins.
6. Wear plate worn.
b) Machine operates with undue noise or locks.
1. machine not properly timed.
c) Unusually loose seaming rolls.
1. Seaming rolls or pins worn.
2. Bushings are worn. Replace bushings or entire seaming roll(s).
d) Seaming rolls do not return to the neutral position.
1. Seaming roll levers are binding.
2. Seaming lever spring weak or broken.
3. Machine not properly timed.
e) Machine seems to "labor" or freeze tight.
1. Needs oil.
2. Too much base plate pressure.
3. Seaming rolls too tight.
4. Misalignment of moving parts.
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TROUBLE SHOOTING
DOUBLE SEAM DEFECTS AND COMMON CAUSES
a) Cut over. Unusually sharp edge at top inside edge of seam.
1. 1st or second operation seaming roll set to tight.
2. Worn seaming rolls or worn chuck.
3. Excessive base plate pressure.
b) Cut or fractured seam.
1. Seaming rolls set to tight.
2. Seaming rolls damaged.
3. excessive base plate pressure.
c) Droop or lap in double seam at or near the can body side seam.
1. Excessive base plate pressure.
2. 1st operation seaming roll set to loose.
3. Worn 1st operation seaming roll.
d) Excessive countersink depth.
1.Too much base plate pressure
2. 1st operation seaming roll set too loose.
3. Chuck not properly seated in can top.
4. Chuck groove worn.
e) False seam. Body hook and cover hook do not overlap.
1. Container top not properly seated on container.
2. Damaged container flange or container top curl.
3. Not enough base plate pressure.
4. Seaming rolls set too loose.
f) Long body hook.
1. Too much base plate pressure.
2. Seaming rolls set too tight.
g) Long cover hook.
1. 1st operation seaming roll set too tight.
h) Short body hook.
1. Insufficient base plate pressure.
2. 1st operation seaming roll set too tight.
3. 2nd operation seaming roll set too loose.
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TROUBLE SHOOTING
DOUBLE SEAM DEFECTS AND COMMON CAUSES
(CONTINUED)

i) Short cover hook.
1. Too much base plate pressure.
2. 1st operation seaming roll set too loose.
3. Worn 1st operation seaming roll.
4. Excessive countersink depth.
j) Cover hook and body hook not uniform.
1. Base plate or plunger worn.
2. Chuck or seam rolls out of alignment.
k) Droops, Vees, or wrinkles.
1. Excessive base plate pressure.
2. 1st operation seaming roll too loose or worn.
3. 2nd operation seaming roll too tight.
4. Defects in can body or top.
5. Incorrect seaming roll profiles.
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CHANGE PARTS, REPAIR PARTS AND SERVICE
CHANGE PARTS
Change parts, consisting of a chuck, base plate, and a height spacer may be required for each
different container diameter, height, top, or style. Also a different set of seaming rolls may be
required for each container. Your container manufacturer or supplier will recommend the seam
roll profiles for your containers. Dixie Canner Company stocks or may be able to furnish the
seaming roll profile needed.
•
•

Always insure you have the proper change parts available when changing your
machine from one container size to another.
When ordering change parts always send us six (6) loose ends and six (6) container
bodies of the container size(s) to be closed.
REPAIR PARTS

When ordering parts always provide the part name and part number. A complete stock of
parts is maintained by Dixie Canner Company. Parts may be ordered as needed to replace
worn or damaged parts.
REPAIR OR SERVICE
Repair or service is provided for the cost of labor plus parts needed. For factory repair or
service, ship the seamer prepaid to:
Dixie Canner Company
326 Commerce Blvd.
Athens, GA 30606 USA
When returning a seamer for repair or service please observe the following:
1. Send the complete seamer with change parts and six (6) containers and ends of the exact
size to be closed. Package the machine and containers/ends for safe delivery.
2. Enclose a letter authorizing repair or specifying if an estimate is required prior to repair.
Mention any particular problem with the seamer. Provide contact information and
instructions regarding shipment, urgency and other relevant information.
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CHANGE/REPAIR PARTS, NAMES AND NUMBERS
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WIRING DIAGRAM
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DIXIE MODEL 25D - PARTS

PART NO.

DESCRIPTION

8
8-B
9
11
12
13
14D-1
15
16
17-A
18
19
20
21
22
23
23-B
25
29
30
40
41
44
46
56
57
59
308
309
315
330
331
334
335
366
369
372
374
374-1
375

Cam Housing with 8-B Insert
Insert for Cam Housing
Seam Roll Screw
Seam Roll Lever Spring
Seam Roll Lever
Seaming Cam
Chuck Shaft
Spur Gear
Lock Nut
Seam Roll Set Screw, swivel pad
Cam Roll Lever Set Screw
Cam Roll Lever Spring0
Cam Roll
1st Operation Cam Roll Lever
Pin for Can Raising Lever
Can Raising Lever
Wear Plate
2nd Operation Cam Roll Lever
Plunger
Plunger Housing
1st Operation Gauge Wire (Specify container type)
2nd Operation Gauge Wire (Specify container type)
Chuck Wrench
Metal Disc for Base Plate
Base Plate Set Screw
Base Plate adjusting Screw
Retainer Spring for Metal Disc
1/4-28 x 3/4 Hex Head Cap Screw
1/4-20 x 3/4 Socket Head Cap Screw
1/4 Lock Washer
3/8-16 x 3/4 Hex Head Cap Screw
3/8 x 1" Hex Head Cap Screw
3/8 Flat Washer
3/8 Lock Washer
6-32 Hex Nut
6-32 x 1-1/4 Machine Screw
10-32 x 1/2 Machine Screw
1/4-20 x 1-1/2 Socket Head Cap Screw
Modified 374
8-32 x 1/2 Machine Screw

PART NO.
427
501-6
501-7
501-FCBA
501-MCBA
502-1
503
503-A
504
505-1
506
507
508
511
519
520-1
520-3
521
521-F
522-R
571
573-1
573-2
573-3
573-4
573-5
573-7
598
601-B
601-C
604
605-1
605-2
606
608
609
607-A
612-1-1/2
612-2
612-5
612-8
612-9
612-11
612-15
614
631
632
633
634
634-A
634-B
677
684
684-2
689

DESCRIPTION
1/2" Tee
Motor
Motor
Fan Cover
Motor Capacitor
Clutch/Brake/Solenoid Assembly
Gear Housing With Flange Bearing
Flange Bearing
Gear Housing Cover Plate
Spacer
Motor Platform
Frame Post for Motor Platform
Drive Collar
Woodruff Key
Face Plate 25D/10D
Conduit Box (Base) for 25D
Gasket for 520-1 Base
Seam & Cam Roll Post, 25D
Front Frame Post
Rear Frame Post
Clutch/Brake Guard
Magnet for Clutch/Brake Guard
Magnet Plate for Clutch/Brake Guard
Knob for Clutch/Brake Guard
Guard Mounting Bracket
3/16 x 1/4 Aluminum Rivet
3/16 Rivet Washer
53 x 19 x 16 Shipping Box
6 Strip Terminal
Motor Cord
Terminal Cap
Cord Connector, 1850
Cord Connector, 3150
1/2" Straight “C” Condulet, modified
Pull Elbow, 1/2"
Lock Nut, 1/2"
Condulet Gasket & Cover
1/2" x 1-1/2" Nipple
1/2" x 2" Nipple
1/2" x 5" Nipple
1/2" x 8" Nipple
1/2" x 9" Nipple
1/2" x 11" Nipple
1/2" x 15" Nipple
Sealing Ring
Clutch Start Switch
Clutch Stop Switch
Enclosure for Clutch Stop Switch
Relay Switch
Base for Relay Switch
Clip for Relay Switch Base
Inline Fuse Holder
Start/Stop Switch with Contact Block 684-1
Pull/Start, Push/Stop Legend Plate
15 Amp Fuse MDA-15 Time Delay Ceramic Tube

PART NO.

DESCRIPTION
CHANGE PARTS

Seam Rolls
Seam Roll Bushing
Chucks

108 to 404 diameter
Add for Special

Base Plates

108 to 404 diameter
For Caulking
Add for Modified Base Plate

Height Spacer

SPK/25D
4
1
2
1
1
1
1
6

Model 25D Spare Parts Kit
11
Seam Roll Lever Spring
23-B
Wear Plate
46
Metal Disc for Base Plate
59
Retainer Spring for Metal Disc
631
Clutch Start Switch
632
Clutch Stop Switch
677
Inline Fuse Holder
689
15-Amp Fuse

HEAD-25D-10D Head Assembly (assembled)
1
8
Cam Housing with 8-B Insert
1
13
Seaming Cam
1
15
Spur Gear
1
14D-1
Chuck Shaft
2
309
1/4"-20 x 3/4" Socket Head Cap Screw
2
315
1/4 Lock Washer
1
503
Gear Housing with Flange Bearing

