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oktober can seamers
5 colfax st. ne

grand rapids, mi 49505

oktober can seamers
model 8
Calibration Instructions



check out our how-to videos on our website oktoberdesign.com
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lower reciever

RE-ASSEMBLE IT BY SETTING THE FLAT EDGE IN THE SLOT
AND PRESS IT IN BY FOLLOWING IT AROUND WITH A FINGER

REMOVE THE RETANING CLIP WITH A SMALL SCREWDRIVER

(some early models 
don’t include 
centering rings or the 
retaining clip)

vertical adjust
access screw
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Before calibraƟon it is essenƟal to inspect a can seam.  The values measured will 
guide the amount and direcƟon needed to adjust the rollers.  AŌer adjustments it will 
be necessary to inspect another seam to ensure the seamer is within specificaƟon.

1) remove the 2nd operaƟon roller using a 7/16in wrench.

Our method of seam inspecƟon requires a “tear-down tool,” some nippers or wire 
cuƩers, and a set of calipers.  The tear-down tool and calipers are available on the 
Oktober website.

When measuring the seam thicknesses, the calipers should be parallel to the inside 
taper of the can (as shown below), rather than parallel to the straight sides of the 
can.  

Make sure to not squeeze the calipers too Ɵghtly when measuring.  Use the Make sure to not squeeze the calipers too Ɵghtly when measuring.  Use the 
lightest pressure possible to allow the calipers to close against the seam.  If too 
much pressure is used, the seam will appear smaller than reality.

2) Load an unseamed can and end into the seamer and run the seaming cycle.

3) Remove the can and measure the first operaƟon seam thickness using calipers. 
Make sure to record the value, you will need it to know how much to adjust the 
roller infeed.
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First Operation Seam Thickness:

Size 200 and 202 ends
 .074in - .078in

Size 206 ends
 .074in-.078in

Size 300 ends
 .104in - .112in .104in - .112in

size 401 ends
 .070-.080

bronze bearing

roller

lower seal

axle

Second Operation Seam Thickness:

Size 200 and 202 ends
.043in - .046in

Size 206 ends
.046in-.050in

Size 300 ends
.064in - .068in.064in - .068in

size 401
.046-.052

4) Re-install the 2nd operaƟon roller.  When re-installing the roller, make sure the 
bronze bearing remains centered on the roller axle.  If it becomes pinched while 
Ɵghtening the axle it can deform the washer or lead to the axle breaking at the 
threads.  Also this may be a good opportunity to add food-safe grease to the needle 
bearing and bronze bearing.

5) Place a can in the seamer and re-run the cycle.  Remove the can and measure the 
2nd operaƟon seam thickness. Record the value.
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1) Disconnect the seamer from power.

2) Remove the top cover (metal panel and black plasƟc bezel) by removing the (4) 
screws on the top surface of the seamer.

3) Remove the spring retaining pin from the operaƟon you plan to recalibrate by 
pulling it up and out using pliers.

4) Loosen BOTH rocker screws enough to show threads outside of the rocker 
housing.  A 3/32in ball-Ɵpped hex key works best. 

spring retaining pin

rocker screws
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 -If there is a fairly large gap, remove the access screw (see diagram on page 2) and 
use a 1/8in hex key to loosen the set screw that is in the same threaded hole.  This 
will allow the roller to slide freely up and down.  
 -With the stop screw sƟll contacƟng the upper chuck bearing, set the roller on the 
chucks upper surface and re-Ɵghtent the set screw.
 -Check that the gap is now set correctly.
 -Re-assemble the access screw.

8) Use a 1/2in wrench  (as shown below) to manually rotate the cam clockwise unƟl 8) Use a 1/2in wrench  (as shown below) to manually rotate the cam clockwise unƟl 
the high point of the cam contacts the roller follower.  The high point is the last 
3/8in before the steep drop off.

Cam

High Point
Roller Follower
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9) Using a 3/32in hex key, slowly rotate the forward rocker screw clockwise unƟl the 
cam follower wheel contacts the cam.  once it has made contact, turn the wrench 
about 1/3 turn further.  The roller follower should now be Ɵght against the cam high 
point.

Forward rocker
screw

Rear rocker screw

10) Tighten the rear rocker srew to lock the roller follower in-place. 



for more information check out our how-to videos oktoberdesign.com

If you have any questions or need technical assistance feel free to contact us:

email info@oktoberdesign.com
phone  231-750-1998

11) Using a 1/2in wrench, rotate the high point of the cam again clockwise unƟl it is 
roughly the front center posiƟon on the seamer.  This will posiƟon the machine in 
the start posiƟon.

PosiƟon the cam
high-point here

12) Replace the spring and pin and top cover

13) Run a seam inspecƟon to check the new calibraƟon.  You may need to repeat 
this process to fine tune the seam dimensions.


