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My invention relates to staples for secur 
ing together sheets of paper, cardboard, fab 
rics and various other materials, and to a 
novel method of driving the staples. Sta 

is ples have been widely used for securing pa 
pers together, and also for securing various 
other kinds of materials and there are various 
machines on the market for driving and ap 
plying staples. As far as I am aware such 
machines are divided into two general classes, 
those of one class having, in addition to the 
means for driving the staples, a lower member 
or anvil with which the driving plunger co 
operates, the anvil serving to turn or clench 
the staples after they have passed through 
the material which is being stapled. Another 
class of machine is that in which the driving 
means is employed without a base or anvil, in 
which case the staples have been driven 
straight into the material and have not been 
clenched. This type of machine, commonly 
called a tag machine, is generally used for 
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tacking tags onto boxes, freight cars, etc., for 
tacking curtain materials onto the curtain 

25 rollers and in various other uses where the 
staple does not have to be clenched. With 
the first SE of machine it is not possible to 
apply staples to a closed box because it is not 
possible to get the anvilinside the box to com 
plete the clenching operation. In the sec 
ond type of machine, or tag machine, there 
is no part used for clenching the staple. . 
The object of my invention is to provide a 

staple and to provide a method of driving the 
same which will permit 'staples to be driven 
through material from one side only and to 
cause the staple to clench after passing 
through the material. By employing the 
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40 SE the flaps or the cover and body of boxes 
y means of a device which will operate en tirely from the outside of the box. It is, 

therefore, possible to staple flaps or other. 
portions of the box after the latter has been 

45 closed, because, the clenching of the staple is 

by forcibly pu 

present invention it is possible to staple to-- 

tion - 

accomplished without any anvil or other in 
strumentality on the interior of the box. As 
far as I am aware, this is the first instance 
where staples, have been driven through ma 
terial and clenched by operations carried on 
from one side only of the material which is 
stapled. The staple forming the subject of 
my invention is so formed that when it is 
driven under the control of devices on one side 
of the material the prongs of the staple are is compelled to not only pass through the ma 
terial being stapled, but to bend in such man 
ner as to cause the ends to be clenched on the 
inner side of the material. The advantage 
of the present invention is that boxes and packages may be rapidly stapled after the 
contents have been packed therein and the 
boxes have been closed. The staple forms a 
more dependable and a stronger means for 
retaining boxes and packages in closed con as 
dition for shipment than the ordinary pasted 
paper strips now in general use. In addi 
tion, the present staple serves as a seal be 
cause the staple cannot be removed from a 
container without showing marks indicating 
that the package has been tampered with. 
Once the staple has been applied, that is, 
driven through the material and clenched on 
a closed container, access cannot be had to 
the interior of the container to unclench the is 
staple. . 

he only way the staple can be removed is 
it out of the material of 

the container and this will partially destroy 
the material and show that the package has so 
been tampered with. . . . . . 
In the drawing forming part of this appli 

cation, - 

Figure 1 is a vertical, sectional view show 
ing the tools employed in driving staples in 35 
accordance with the present invention, 

Figure 2 is a perspective view of a portion 
of a strip of staples embodying my inven 

Figure 3 is a vertical, sectional view show- so 
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Preferably the outer 
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ing the staple in position to be driven with 
the tools applied and ready for the com 
mencement of the driving operation. 

Figure 4 is a similar view showing the 
staple driven through the material and un 
dering the clenching operation, 

Figure 5 is a similar view showing the 
staple at the completion of the clenching 
operation, 

Figure 6 shows the staple completely ap 
plied and the tools withdrawn, 

Figure 7 is a perspective view of a modi 
fied form of staple strip embodying my in 
vention, - 
Figure 8 is a view similar to Figure 3 but 

showing the staple ready to be driven with 
out the member for supporting the center of 
the staple, - - 

Figure 9 is a view similar to Figure 8 but 
showing the staple completely driven, and 

Figure 10 is a sectional view through a con 
tainer showing the staple applied. 
I will first describe the form of my in 

vention shown in Figures 1 to 6 inclusive. 
In this form of the invention I have shown 

the staples formed of sheet material and ar 
ranged in close parallel relation to consti 
tute a strip from which the individual staples 
may be removed as they are driven. The 
individual staples in this strip may be held 
together by any of the means now employed 
for holding staples in strip form in connec 
tion with the plain staples in general use; 
that is, by applying a coating of enamel or 
similar material which will secure the indi 
vidual staples together at their edges with 
sufficient tenacity to enable the staples to be 
handled as a strip until they are driven. 

Each staple consists of a preferably flat 
upwardly at each side an arched or circular 
portion 2, these circular portions being adapt 
ed to form the prongs or legs of the staple. 

ee ends of these arched 
portions are cut at an angle, as shown at 3 
to form pointed ends for piercing the mate 
rial. Preferably these pointed ends termi 
nate about in the same horizontal plane as the 
lower surface of the middle portions 1 of 
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the staples. . . . 
In driving this form of staple the tools 

shown in Figures 1 to 6 inclusive may be 
used. These consist of a vertically moving 
plunger 4 which serves to drive the staples 
and this plunger reciprocates in the bore of 
a sleeve 5. There is a small member 6 which 
forms a temporary support or anvil under the 
middle portion 1 of the staple and this mem 
ber is movable laterally as it is to be with 
drawn from the staple before the clenching 
operation has been completed. Where the 
material to be stapled has a hard surface into 
which the central portion of the staple will 

35 
not sink too far, the anvil member 6 may be 
omitted so that the central portion of the 

cause it rests on the support 6. 

lane central portion 1 from which extends 

1,888,100 
staple rests against the material being 
stapled. ", . ." 
The staple strip is fed onto the anvil mem 

ber 6 as shown in Figure 3 by any suitable 
feeding mechanism, such as is commonly used 
in stapling machines, so that the flat, inter 
mediate portion 1 of the staple rests on the 
top surface of the anvil member 6 above the 
material which is to be stapled. 

In Figures 3 to 6. I have shown two sheets 
7, 8 of cardboard or corrugated board 
lying face to face, and these may be stapled 
together by operations carried on from one 
side of the sheets. These sheets may be over 
lapping flaps of a box, as shown in Figure C 

10, which could not otherwise be stapled be 
cause in previous practice an anvil had to be 
used on opposite sides of the sheets to the 
E. Assuming that the staple has been 
ed onto the support 6, as shown in Figure 3, 
the arched portions 9 of the staple project at 
each side and rest against or near the inner 
surface of the sleeve 5 which is in reality a 
die member. The plunger 4 which lies above 
the staple is now moved downwardly in or 
der to press downwardly on the upper por 
tions 9 of the arched prongs. As this pres 
sure is applied y the plunger, the staple 
has a tendency to be flattened as the plunger 
presses on the top of the arches 9. The cen 
tral portion of the staple cannot descend be 

The free 
ends of the prongs of the staple cannot 
spread because they are confined by the die 
member 5 in which they are enclosed. As 
the plunger goes down, therefore, as shown 
in Figure 4, the prongs of the staple under 
the action of the plunger and under the co 
operating action of the die member 5 first 
pierce the sheets 7, 8 of the corrugated board, 
and then continue in a circular direction, so 
that the prongs, after passing through the 
sheets P corrugated board, move toward 
each other, as shown in Figure 4. About 
this time and before the top of the staple, 
that is, the portion remaining on the outside 
surface of the corrugated boards, becomes 
fully flattened, the member 6 is withdrawn 
laterally. 
The plunger continues its downward mo 

tion, as shown in Figure 5, so that the por 
tion of the staple 10 above the corrugated 
board is finally flattened against the latter 
about the time the ends of the prongs of the 
staple approach each other, or touch, as shown in Figure 5. Following this opera 
tion, the plunger and die are removed, as 
shown in Figure 6, together with the support 
ing member 6, and the operation of stapling 
is now completed. It will be observed that 
the operations of driving the staple through 
the corrugated boards and of turning or 
clenching the prongs inside the same are car 
ried out by operations performed entirely on 
one surface of the material which is stapled. 



If these members are flaps of a box or carton, 
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of the strip leavin 
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9. In other words, the o 
50 

1,868,100 

or the flange and the body of a box, the oper 
ations above described may be 
after the box or carton has been filled with 
the contents and closed. The shape of the 
staples, together with the tools employed, 
cause the prongs to pierce the material which 
is being stapled and to clench without the 
use of an anvil on the opposite side of the 
material to that of the plunger. - 
In Figures 7, 8 and 9 I have shown the 

staple strip somewhat modified, so that the 
under support 6 referred to in the previous 
description need not be placed as previously 
described. In this form the staples are 
formed as a strip with a continuous connect 
ing piece or back member 11 similar to sta 
ple strips heretofore in use. The prongs 12 
in this case, however, are arched, the same 
as in the first form, and have their ends 13 
pointed, but there is a space between each 
pair of prongs indicated as slots 14 in Fig 
ure 7, so that an individual staple may be cut 
ples connected by it e longitudinal member 
11. 
In this case the intermediate portion or , rib 11 of the staple will be supported on a 

bar similar to the manner in which the sta 
ples are fed in the present types of machines 
except that where the member 6 remains un 
der the central portion of the staple until the 
latter is partly driven, this member will only 
support the staple strip, leaving the end sta 
ple which is to be driven projecting beyond 
the support. In this case the staple will be 
driven by the plunger 4 and the die member 
5 the same as before but the central portion 
of the staple will be supp 
prongs are being driven E. COT1 
gated board, by the back member or rib 11 
until the prongs have been driven through 
the E. and the clenching oper 
ation has been partially completed, so that 
the portion 11 of the strip just behind the 
endmost staple will be cut of just before the 
staple reaches the condition shown in Figure 

rations correspond 
with those first described except that the 
temporary support 6 does not project under 
the se which is being driven but only 
under t 
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the rib 11 just behind this staple. 
The invention, as far as the product is con 

cerned, consists of the staple or strip of sta 
ples having an intermediate portion on each. 
side of which is an arched prong, the prongs 
being adapted to be bent downwardly toward 
the plane of the central portion so that the 
prongs are simultaneously passed through 
the material to be stapled and are clenched 
on the inner side. In so far as the method is 
concerned, it consists of driving a staple 
through the material by operations per 
formed entirely on one side of the material for the purpose of causing the prongs of 

erformed. 

all the remaining sta 

orted while the 
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the staple to pierce the material and clench 
on the reverse side. 
Having described my invention, what I 

claim is: 
1. A method of driving staples, consist 

ing of applying pressure to a staple having 
arched prongs to flatten a portion thereof on 
one side of the material and confining the 
lateral positions of said prongs to cause them 
to pierce the material to be stapled and to 
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clench on the under side thereof, said several. 
operations being performed exclusively from 
one side of the material being stapled. 

2. A method of driving staples which con 
sists in applying driving action to the top 
of a staple having arched prongs to flatten 80 

a portion thereof on one side of the material 
and to cause the prongs to pass through the 
material being stapled, and laterally guiding 
the prongs of the staple from the same side 
of the material that the driving force is ap 
plied to cause the prongs of the staples to 
clench as they pass through the material. 

3. A method of driving staples consist 
ing of applying pressure to a staple having 
arched prongs, said pressure being applied 
in a direction toward the material to be 
stapled and simultaneously providing abut 
ments to prevent the lateral spreading of the 
rongs of the staple while said pressure is 
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95 eing applied, to cause the prongs of the 
staple to pierce the material and to clench 
on the opposite side thereof while that por 
tion of the staple to which pressure is being applied is being straightened against the ma 
terial, said several operations being 
is being stapled. 

4. A method of driving staples which are 
formed with an intermediate portion and 
with prongs extending at arched shape from 
the opposite sides of said intermediate por 
tion, which method consists of applying pres 
sure to the arched prongs of said staple, 
simultaneously supporting the under side of 
said intermediate portion of the staple, said 

00 
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formed on one side of the material which 
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pressure being applied in a direction toward . 
the material to be stapled, and simultaneous 
ly providing abutments to prevent the lateral 
spreading of the prongs while said pressure is 
is being applied, to cause the prongs of the 
staple to pierce the material and to clench 
on the opposite side thereof, said several oper 
ations being performed all on one side of 
the material which is being stapled. 

5. A method of driving staples, consist 
ing of applying a staple to a member to be 
pierced thereby, said staple having prongs 
extending upwardly from the middle por 
tion of the staple and thence downwardly 
in arcuate shape, and applying pressure to 
the prongs of the staple to flatten portions 
thereof against one side of the material, be ing stapled, causing the prongs to pierce 
the material and the arcuate portions of the 
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prongs to pass into the material 
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in arcuate 
paths by reason of the said straightening 
action of portions of the prongs, whereby 
said prongs will clench, automatically when driven, said operations being performed ex 
clusively from that side of the material from 
which the prongs enter the same. 
Signed at the city, county, and State of 

New York this 7th day of January, 1929. 
CHARLESB. GOOD 
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