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This invention relates to improvements in 
methods of making reenforcing unions for 
construction boards and, more especially, the 
type of union shown in my co-pending ap 

5 plication, Serial No. 360,731, filed May 6, 
1929. w 

: By the use of my invention, I am enabled 
to make such a union with relatively narrow 
upper flanges or legs and also provide Said 

10 flanges with the plaster-retaining loops in 
the process of manufacture. 
By the use of my invention, a union of the 

type shown can be economically manufac 
tured out of sheet metal. 

15 Other features and advantages of my in 
vention will appear more clearly as I proceed 
with my specification. . 
In that form of apparatus shown in the accompanying drawings for carrying out 

20 my invention- a - Figure 1 is a view in front elevation show ing the first step in the process of manufac 
ture; Fig. 2 is a similar view showing the 
second step; and, likewise, Figs. 3, 4, 5, 6 and 

.257 are similar views showing, respectively, 
the succeeding steps in sequence; Fig. 8 is a 
view in side elevation of the apparatus shown 
in Fig. 5 or 6, and Fig. 9 is a view in perspec 
tive of the completed union, showing the 
same in use. . ... ... It will aid in the understanding of my 
invention if I first describe the completed 
union. As stated above, this union is of the type shown in my co-pending application, 

35 Serial No. 360,731, filed May 6, 1929. The 
completed union is shown in Figs. 7 and 9. 
It will be seen that it is in the shape of a 
channeled section, somewhat like the letter 
I, and comprises a base 1, web sections 2, 2, 
and flanges or legs 3, 3. . . . . . . . 
The base 1 is formed with flanges having 

a double wall giving it greater strength and 
to furnish a rigid support for the remaining 
parts of the union. The web sections 2 are 
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therebetween a groove 4. The channels lying 
back to back between the base 1 and the 
flanges or legs 3 are adapted to embrace the 
edges of wall boards or construction boards. 
A, A, as shown in Fig. 9. 

formed a short distance apart so as to leave process of forming the union. 

The union shown in my co-pending appli 
cation, above referred to, has the flanges or 
legs 3 considerably wider than the base 1. 
The union shown in this application also has 
the flanges or legs 3 wider than the base 1 
but only a very little wider. That is, the 
flanges or legs 3 of the union here shown are 
considerably narrower than those shown in 
my co-pending application, but still prefer 
ably slightly wider than the base 1. The 
flanges 3 are provided with projections in the 
form of Outwardly projecting loops 5 which 
are formed by slitting the flanges and ex 

8th 

truding the slitted bands. The loops 5 serve 
to retain plaster which may be placed over 65 
the joint and, also, serve as grounds to in 
Sure the placing of plaster of sufficient thick 
ness over the joints. These loops may be 
formed in any desirable shape and number. 
One of the particular features of my in- 70 

vention is the designing of a process per 
mitting the manufacture of a union with 
relatively narrow flanges or legs 3 in which 
the loops 5 lie above the base part 1. It will 
be seen that in Such a union, the loops 5 can 
not be easily formed after the union is com 
pleted, since the projecting flanges of the 
base 1 will prevent making such loops with 
rotary cutters. In the practice of my in 
vention, however, I form such loops before 80 
the legs or flanges 3 are bent into horizontal 
position. These loops are cut and formed 
into the union when the flanges are in the 
position shown in Figs. 5 and 6, and it will 
be seen that when in this position, rotary cut- S5 
ters may be employed, as will be described 
more in detail hereinafter. 

In assembling a wall or composition board, 
the edges of two adjacent boards A are placed 
within the channels formed between the base 
1 and flanges 3, as shown in Fig. 9. The 
union may be secured to a frame or stud 6 
by driving a nail 7 into the center groove 
4 and through the base 1, as shown in Fig. 9. 
I shall now describe more in detail the 

5 

The first step is illustrated in Fig. 1, in 
which the strip of sheet metal, indicated, in 
general, by 7, is passed between the two rolls 
8 and 9. These rolls, as shown, are formed 100 



2. 

to bend the marginal edges of the strip 
upwardly at 10, 10 and outwardly at 11, 11. 
The portion between the bends 10, 10 forms 
the bottom of the base 1. The portions be 
tween the bends 10 and 11 are wide enough 
to form the upper thickness of the base 1 and 
the webs 2, 2. The marginal edge outside 
of the bend 11 eventually forms the legs or 

10 
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flanges with rotary cutters. 
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flanges 3, 3. In the second step shown in 
Fig. 2, the portions between the bends 10 
and 11 are bent upwardly at right angles to 
the base 1. In the step shown in Fig. 3, the 
bends 12, 12 are formed in the margins, and 
in the step shown in Fig. 4, the portions be 
tween the bends 12 and 10 are bent down 
wardly flat against the lower part of the base 
to complete the base portion 1. . . . . 
The particular feature of my improved. 

process lies in the fifth, sixth and seventh 
steps, illustrated respectively in Figs. 5, 6 
and 7. It will be seen that after the fourth 
step, illustrated in Fig. 4, the union will be 
in the form shown in Figs. 5. and 6. It is 
to be particularly noted that the legs, 3 have 
been formed but the same are not yet bent 
down parallel with the base 1. In the fifth 
and sixth steps, the loops 5 are formed in 
bent down parallel with the base 1 but lie 

30 in obtuse angular relation thereto and with 
each other, the loops. 5 can be formed in said 

Such rotary 
cutters, for example, may include a pair of 
rolls 13 and 14, as shown in Fig. 8, the former 
being provided with a peripheral groove 
138 and the latter, with rounded projecting 
cutters 14. Each flange 3 is passed between 
a pair of these rollers, as shown in Figs. 5 
and 6, and the cutters 14 cut parallel slits 
in the flanges 3 and extrude or stretch out the 
slitted band to form the plaster-retaining 
loop. 5. If the flanges 3 were parallel with 
the base 1, the rotary cutters 13 and 14 could 
not be used without making said flanges wide 

5 enough so that the base 1 would not inter 
fere with the cutters. By cutting these loops 
when the flanges 3 are in the angular posi 
tion shown, the rotary cutters may be used, 
even though such flanges are narrow, as 
shown. . . . . 
After the loops 5 have been formed, the 

flanges 3 are bent down into parallel rela 
tion with respect to the base 1 by means of 
the roller 15, shown in Fig. 7. This roller 
is provided with flanges 15 engaging the 
extreme edges of the flanges 3. It is also pro 
vided with a deep centrally arranged flange 
15° adapted to enter the groove 4 of the 
union. The recesses 15° accommodate the 
loops 5. Numeral 16 indicates a lower sup 
porting roller and 17, 17 horizontally ar 
ranged rollers entering the channel-shaped 
sides of the union. 
While I have shown and described certain 

embodiments of my invention, it is to be un 

tive to said strip. 

1,848,064 
derstood that it is capable of many modifica 
tions. Changes, therefore, in the construc 
tion and arrangement may be made without 
departing from the spirit and scope of the 
invention as disclosed in the appended claims, 
in which it is my intention to claim all novelty 
inherent in my invention as broadly as pos 
sible, in view of the prior art. 
What I regard as new, and desire to se 

cure by Letters Patent, is: 
1. The process of making a reenforcing 

union of the character described out of a 
strip of sheet metal including; bending the 
Strip. longitudinally to form a base, a web 
Section connected to said base, and flanges 
carried by said web section lying in angular 
relation to said base; then forming plaster 
retaining means in at least one of said flanges 
With rotary cutters; and then bending said 
flanges into parallel relation to said base. 

2. The method of making a reenforcing 
union of strip metal, comprising bending the 
strip. longitudinally to form a base, a web 
Section connected to said base and flanges ex 
tending outwardly from said web section and 
then slitting and stretching outwardly a plu 
Tality of loops from the metal of said flanges. the flanges. 3. Since the flanges 3 are not yet 3. The method of making a reenforcing 
union of strip metal, comprising bending said 
strip, to form channel-shaped grooves, for the 
reception of the edges of construction boards, 
and slitting and stretching outwardly a plu 
rality of loops from the metal of said strip. 
4. The method of making a reenforcing 

union of strip metal for joining the edges of 
construction boards, which comprises-slitting said strip longitudinally, and stretching arcu. 
ate loops outwardly from the plane of said 
strip, said loops being adapted to lie adja 
cent the edges of said boards. 

5. The method of making a reenforcing 
union of strip metal for joining the edges of 
construgtion boards, which comprises form 
ing said strip into channel shape for receiv 
ing the edges of adjacent boards, and slitting 
and stretching arcuate loops outwardly from 
the plane of the metal. . . . . 

6. The method of making a reenforcing 
union of strip metal for embracing the ad 
joining edges of construction boards, which comprises forming longitudinal flanges on 
said strip extending at an obtuse angle there 
to; slitting and stretching loops from the 
plane of said flanges, and bending said flanges 
to a substantially right angle position rela 

En witness whereof, I have hereunto Set 
my hand this 28th day of Dec.,1929. 

i. i. ROBERT M. CHESNEY. 
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