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To all whom it may concern:

Be it known that I, Joun W. Lesuir, a
citizen of the United States, residing at
Evanston, in the county of Cook, State of
Illinois, have invented an Improvement in
Reenforcing Girths, of which the following
is a specification.

This invention relates to reenforcing
girths for use in forming joints in metallic
tensional box binders, known as “box
strap”, or the like; and has for its object
the production of a girth of simple and eco-
nomical construction, and having advan-
tages in its application and use hereinafter
more specifically pointed out.

In the drawings which constitute merely
an illustrative embodiment of the invention :

Fig. 1 is a perspective view, partly in
cross section, showing my new reenforcing
girth in the process of being applied to mu-

tually overlapped strap ends.

Fig. 2 is a cross sectional view showing
the girth as applied to said strap ends, prior
to the joint forming operation,

Fig. 3 is a view similar to Fig. 2, showing
the girth at a succeeding stage in the joint-
forming process, ‘

Fig. 4 is a side view of a joint formed with
my reenforcing girth,

Fig. 5 is a plan view of the joint, and

Fig. 6 is a cross sectional view on lines
6—6 of Fig. 4. .

In the drawings, the two ends of a binder,
such as a flat tensional metallic box strap
are shown in their relative position when
the binder is applied about a box or pack-
age, with its ends 1 and 2 overlapped and
superposed in alignment. The reenforcing
girth herein described is applicable to said
overlapped and superposed ends and serves

to form an element of a joint whereby said"

ends are joined together.

The reenforcing girth of my invention
comprises a back piece 3, shaped to accord
with the upper face of the top strap 2, and
of appropriate dimensions, so that the back
piece 3 will lie smoothly on and make sub-
stantially complete surface contact with said
top face. Formed integrally with the back
piece 3 are a pair of downwardly and out-
wardly extending flanges™4; and these
flanges are recurved as indicated. at 5 to ex-
tend upwardly and inwardly (toward the
interior surface of the back piece 8), and
are preferably prolonged substantially so

that their ends 6 extend inwardly beyond
the angles 7 between the back piece 3 and
the flanges 4. - ;-

It being understood that the reenforcing
girth is made preferably of metal and pos-
sessed of substantial resiliency, the con-
struction, hereinabove described affords con-
spicuous advantages in the application of
the girth upon the overlapped binder ends
and simplifies materially the process of
forming a joint therein. -

Thus the girth may be made to embrace
and maintain itself on the overlapped strap
ends, without either threading it successive-
ly on the two overlapped strap ends (as
would be the case if the girth were formed
as a slotted tube as has been a common prac-
tice hitherto) ; or performing bending oper-
ations upon the girth in order to cause it
to embrace the overlapped strap ends.

In the application of my improved girth,
it is simply necessary to lay the same on
the overlapped strap ends with the flanges
down, in the position shown in Figure 1,
and subsequently to press downwardly
upon it. Whereupon the recurved surfaces
5, camming over the edges of the top strap,
will yield; the corners 6 will move down-
wardly across the longitudinal edges of the
overlapped strap ends, and as soon as they
are disengaged thereby will snap in behind
these edges in the position shown in Figure
2. Thus by a simple operation which can
be performed in an instant the girth is ap-
plied into embracing relation with the over-
lapped strap ends and will maintain itself
in such relation. ‘

Further important advantages reside in
the construction herein presented in that
the girth is so formed and its parts have
such relation to the strap ends and each
other that the girth comes of itself into a
substantially tight embracing relation on
the strap in the succeeding joint forming
operation. As an illustration; in forming
a joint of the specific character disclosed in
Figures 4, 5, and 6, edgewise crimping is
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utilized, involving the application of a tool .

which in effect seizes the grith and enclosed
strap at the edges and squeezes these edges
inwardly each toward the other. Owing to
the contour and arrangement of the flanges
4 and recurved portions thereon 5, it will be
apparent that pressure applied inwardly
upon the flange 4 will first bend this flange
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down substantially into contact with the
edges of the overlapped strap; and mean-
while the edges 6 will travel inwardly along
the under surface of the bottom strap. It
follows that the first part of the joint form-
ing operdtion will result in the girth as-
suming substantially the  cross sectional
shape indicated in %‘igure 3, wherein the
girth completely embraces the strap and lies
substantially in flat contact with its surface
to the full extent of the strap area the girth
superimposes. At this stage the situation
is the same as though an open slotted tu-
bular reenforcing girth- has been threaded
successively onto the two strap ends.
Subsequently a continuation of the edge-

wise crimping operation may be utilized to

produce the joint shown in Figures 4, 5, and
6, wherein conjoint -interlocking deforma-
tions are produced in the girth and the en-
closed overlapped strap ends; specifically
edgewise crimps in the strap and girth to-
gether. The final stages of the joint form-
ing operation are effected thus in a manner
the same as that familiar where the open
slotted tubular sleeve or girth of the prior
art has been utilized.

It is apparent that it is not necessary to
utilize the specific type of joint-forming
operation whose results are shown in Fig-
ures 4, 5, and 6, but that the pressure in-
volved in any crimping or squeezing opera-
tion which squeezes the strap and girth

horizontally or vertically (or both); will .

result in the girth being forced automati-
cally into substantially the configurations
shown in Figure 3. Thus not only is the
application of the joint made more simple
than hitherto; but the first stage of a strap
joining operation serves also to cause the
girth of my invention substantially to du-
plicate the well known slotted tubular girth
heretofore widély in use. -

Having described my invention, I claim:

1. As an article of manufacture a sub-
stantially channel-shaped reenforcing girth
for tensional binders having converging
portions adapted to yieldingly engage oppo-
site edges of mutually overlapped strap ends
when being applied to both overlapped ends
simultaneously.

2. As an article of manufacture a reen-
forcing girth comprising a back member; a
flange adapted to abut one edge of a box
strap; a second flange opposite the first
flange and adapted to yield and recover
when forced over the opposite edge of the
box strap. »

3. As an article of manufacture, a reen-
forcing girth, comprising a back member;
a flange adapted to engage with an edge of
a box binder; an opposite flange adapted re-
siliently to snap over the opposite edge
when the girth 1s pressed upon the binder
to permit the application of the girth to
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two mutually overlapped binder ends si-
multaneously. '

4. As an article of manufacture a reen- .

forcing girth and seal comprising a back
member and opposite flanges said parts be-
ing constructed and arranged so that the
girth is adapted to snap over and into em-
bracing relation with a box strap when ap-
plied thereto in a direction transversely of
the face plane of the strap.

5. As an article of manufacture a reen-
forcing girth for box strapping or the like,
comprising a somewhat resilient member
formed with a back piece,and opposite flanges
adapted to be wedged apart as the girth is
applied to a box strap in a direction oblique
to its length, and to snap in behind the
outer edge of the face of the strap remote
from the direction of application of the
girth. _ - ' '

6. As an article of manufacture a reen-
foreing girth for box strapping or the like
comprising a somewhat resilient member
formed with a back piece adapted to con-
tact with a surface of the box strap, and a
pair of opposite flanges extending substan-
tially outwardly from the back piece and
having recurved portions extending in-
wardly beyond the edges of the back piece;
to provide a girth which may be sprung or
snapped into place on two superposed strap
lengths simultaneously.

7. As an article of manufacture a reen-
forcing girth for box strapping or the like
comprising 2 somewhat resilient member
formed with a back piece adapted to con-
tact with a surface of the box strap, and a
pair of opposite flanges extending substan-
tially outwardly from the back piece and
having recurved portions extending in-
wardly beyond the edges of the back piece,
said recurved portions sloping on their ex-
posed - faces toward the back piece.

8. As an article of manufacture a reen-
forcing girth for box binders or the like

"comprising a somewhat resilient member

formed with a back piece adapted to contact
with a surface of the binder, and a pair of
opposite flanges extending substantially out-
wardly from the back piece and having re-
curved portions extending inwardly beyond
the edges of the back piece, said flanges and
recurved portions being adapted to straight-

en out and come into substantially flat con-

tacting relation with the surface of the
binder under tension on a box when the
girth and encased strap are forcibly com-
pressed.

9. The method of forming a joint in ten-
sional box binders or the Iike, which con-
sists in applying to the overlapped ends of
said binders a reenforcing girth loosely em-
bracing said ends and having parts project-
ing over both faces thereof; squeezing said
girth into substantially complete surface en-
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agement with the binder ends throughout
the inner area of the girth, and forming in-
terlocking distortions simultaneously in the
joint and the binder ends by a continuous
squeezing operation.

10. The method of forming a joint in flat
metallic binders or the like, which consists
in applying to the superposed portions of

said binders a reinforcing girth loosely fit--

ting upon said superposed portions, then
squeezing the girth into strap end embrac-
ing relationship, and forming a joint involv-
ing the girth and the ends by a continua-
tion of the squeezing operation.-

11. As an article of manufacture, a some-
what resilient sheet metal reenforcing girth
adapted to serve as an element of a box

- strap joint, and comprising in combination
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a back piece, adapted to be applied to the

‘outer surface of a box strap on a box or the

like; a flange thereon adapted to partly
underlie and loosely fit upon the under sur-
face of said box strap, said part being so
constructed and arranged that the compres-
sion of said girth on the strap is adapted to

bend said flange portion into a snug contact

with the under surface of the strap.

12. As an article of manufacture, a ve-
enforcing girth adapted to serve as an ele-
ment of a box strap joint and comprising
in combination a back piece, adapted to be
applied to the outer surface of a box strap
on a box or the like; a flange integral with
one longitudinal edge of the back piéce, and
extending first outwardly therefrom and
then inwardly, and having a curved cross
sectional contour on its inwardly extending

‘portion, whereby an inner edge is provided,

adapted to contact first with the lower sur-
face of the strap and move inwardly there-
upon under the compression of the girth in
the crimping operation, to straighten out
said flange and bring the same into substan-
tially complete superficial contact with the
strap surfaces in the first part of the crimp-
ing operation incident to forming a joint.

In testimony whereof, I have signed my-

name to this specification.

JOHN W. LESLIE.
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