e 3 Sheets--Sheet 1
F. VAN PATTEN.

Dies for the Manufacture of Fifth Wheel Heads,
No. 141,682, - - Patented August 12, 1873.

g7

AW, PHOTO-LITHOGRAPKIC CO. .Y, OSBORNES. FRDCESS,\‘




' . 3 Sheets--Sheet 2
F. VAN PATTEN.

Dies for the Manufacture of Fifth Wheel Heads.
No. 141,682, Patented August 12,1873,

Frg o

P 1

| . 43' A / o
& 1

nin \\\\\\\\/\\\\\\\

L G '

—

— , v . / dc—. % G /&
7/ 7265 7S

RN ?%m &MZQM
et e |




3 Sheets--Sheet 3
F. VAN PATTEN.

Dies for the Manufacture of Fifth Whee! Heads
NO 14] 682. . . Patented August 12,1873,

alx = <&
L < | e

Zter 9
2 4 T 1
Y (220 | ﬁzm ZW

AM ZHOTO-LITHOGRAPHIC CO.N.X{ 0SBORNES PROCESS.) .




UNITED STATES

PATENT OFFICE.

FREDERICK VAN PATTEN, OF AUBURN, NEW YORK, ASSIGNOR, BY MESNE
ASSIGNMENTS, TO HIMSELF AND E. D. CLAPP, OF SAME PLACE.

IMPROVEMENT IN DIES FOR THE MANUFACTURE OF FIFTH-WHEEL HEADS.

Specification forming part of Letters Patent No. 141,682, dated August 12, 1873; applicdtion filed
February 28, 1873.
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To all whom it may concern :

Be it known that I, FREDERICK VAN PAT-
TEN, of Auburn,in the county of Cayuga and
State of New York, have invented an Improve-
mentin the Manufacture of Fifth-Wheel Heads
for Vehicles; and I do hereby declare that
the following is a full, clear, and exact de-
seription thereof, reference being had to the
accompanying drawings making part of this
specification, in which—

Figure 1, Plate 1, is a face view of one of
the die-sections for shaping the blank. Tig.
2, Plate 1,is a perspective view of the ¢ break-
down?” or blank for the die. Fig. 3, Plate 1,
is a view of the second formation of blank
with its fins. Fig. 4, Plate 1, isa view of the
second formation of blank with the fins re-
moved. TFig. 5, Plate 2, shows, in section, the
vertically-divisible parts of the dies in which
the blank of Fig. 4, Plate 1, is brought to the
shape represented by Fig. 7. TFig. 6, Plate 2,
is a vertical face view of one of the dies of
Fig. 5. Fig. 7, Plate 2, is a perspective view
of the improved wheel-head. Figs. 8 and 9
show the dies for making the blank of Fig. 2,
but not creasing it.

Similar letters of reference indicate corre-
sponding parts in the several figures.

The object of this invention is to produce,
by means of dies, certain blanks hereinafter
explained, such blanks to be used in the con-

struction of an article known in carriage hard-

ware as a fifth-wheel head—that is to say, a
blank for the formation of the clip and section
of the bottom fifth-wheel of a vehicle. The
nature-of my invention consists, first, in a pe-
culiar manner of forming dies with recesses,
for the purpose hereinafter shown; second,in
a peculiar construction of dies for forming the
primary blanks which are operated upon by
the said recessed dies, as will be hereinafter
shown ; third, in a combination of the three
setsof dies hereinafter described, whereby the
- article, Fig. 7, is produced.

The following description of my invention
will enable others skilled in the art to under-
stand it.

On Plate 1 of the accompanying drawings
I have represented one-half of the die to which

the blank of Fig. 2 is subjected for the produe-
tion of the blank represented by Fig. 3. The
primary blank, represented by Fig. 2, is pro-
duced from a rectangular bar of metal by
means of the dies shown on Plate 3, Figs. 8
and 9, by first subjecting the bar edgewise be-
tween the die-sections, as shown by Fig. 8,
then turning the har one-quarter around, and
subjecting it to the action of another portion
of the same dies, which leave the swell yin'it.
The creases f f are subsequently produced by
a proper tool. Thus produced, the blank pre-
sents a body, e, two portions, d d, notches at
m m, and a base portion, d*. Oub of the por-
tions d d I form the elip-ends d' d' on each side
of the body ¢/, and out of the straight portion
d* I form the fifth-wheel section d?, which ter-
minates in front at the extremity of the short-

‘est portion, and to the longest portion of which

a half-round baris to be welded, which forms,
when properly curved, the back part of the
bottom fifth-wheel. When the primary-blank
of Fig. 2 is adjusted on the base section of the .
die A, over the recesses «, ¢/, b,and ¢ therein,
and the upper corresponding section of the die
is brought down with great force upon the
blank, it is forced into the shape represented
by Fig. 8, the surplusage of metal being foreed
out into fins @, as represented by this figure.
After this operation the fins x are trimmed off,
as shown by the blank of Fig. 4. This blank
is heated, and its clip-ends are turned at or
nearly at right angles to the fifth-wheel sec-
tion ¢? by hand, after which it is adjusted be-
tween two die-sections, B B, and on an inter-
mediate gage-block, D, and struck aheavy blow
on top, which finishes the article, as shown
by Fig. 7. The two die-sections B B are later-
ally movable in a box, C, for the purpose of
readily introducing and removing the blanks,
and are firmly held together, when a blank is
between them, by any suitable contrivance.
The recesses ¢ in the tops of the die-sections
finish the bar d@?; the recesses k in the vertical
faces of these die-sections finish the outer sides
of the flat portions of the clip-ends, and the
grooves I/ below the recesses & receive the
round ends &2 of the elip. The block D issup-
ported on top of the box C between the die-sec-
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tions B B and between the flat portions d' d!
of the clip, and this block should be exactly
the thickness of the axle on which the clip is
to be fitted. This bloek will thus serve as a
gage for the clips. When the die-sections B
B are forcibly pressed up to the blank and
held firmly, a drop is brought down upon these
sections, and the top surface of the bar @° is
flattened. This completes the operation.

The break-down dies represented by Figs.
8 and 9 consist of two sections, with depres-
sions and elevations on them corresponding
to the shape of the primary blank shown in

" these figures.

The bar is first adjusted between the dies
and formed as shown in Fig. 8, after which it
is turned over and straightened and the swell
¥ put in it, as shown in Fig. 9. The blank is
then creased at ff, as shown by Fig. 2, after

which it is adjusted between the dies A, as
above described.

Havingdescribed my invention, whatI claim
as new, and desire to secure by Letters Pat-
ent, is—

1. The die-sections A, recessed as described,
to produece the blank of Tig. 3 with fins x, as
specified.

2. The dies shown by Figs. 8 and 9, for pro-
ducing the primary blank Fig. 2, from which
the blank Fig. 3 is produced, as set forth.

3. The combination of the dies shown by
Figs. 1, 5, 6, 8, and 9, as and for the purpose
herein described.

FREDERICK VAN PATTEN,.

Witnesses:
Horace T. Coox,
C. M. Frrco.



