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To all, whom it nucly concern: 
Be it known that I, FRANK E. WILCOX, a 

citizen of the United States, residing at Me 
chanicsburg, in the county of Cumberland 
and State of Pennsylvania, have invented 
certain new and useful Improvements in the 
Art of Manufacturing Fifth-Wheels for Ve 
hicles; and I do hereby declare the following 
to be a full, clear, and exact description of the 
invention, such as will enable others skilled 
in the art to Which it appertains to make and 
use the same. 
The invention relates to a novel method of 

manufacturing fifth-wheels for vehicles; and 
it consistS in forming the same out of a sin 
gle integral piece of stock of practically uni 
form size, and providing ears for the head 
block by hammering, rolling, or Swaging the 
center of the block, and raising the ears for 
the head-block by swaging. 
The object of the invention is to avoid the 

customary method of making the wheel in 
Separate pieces and Welding them together, 
and also to facilitate the operation of form 
ing the same, to cheapen its construction, as 
Well as to produce a superior and more fin 
ished article. 

Referring to the drawings forming a part 
of this specification, and on which like let 
ters of reference indicate corresponding parts 
in the different views, Figure 1 is a perspec 
tive view of the blank, the blank reduced at 
the central portion thereof, and the blank as 
it comes from the dies with the ears and spots | 
found thereon and with the fin which is to 
be afterward removed. Fig. 2 is a perspec 
tive view of a modification, showing the 
blank, the ends SWaged and formed with the 
ears, and the completed blank with the fin 
removed ready to be bent into form. Fig. 3 
is a perspective view of another modification, 
showing the blank, the same with the ends 
upset to secure the required thickness of 
Stock, and the SWaged blank with the ears 
and spots, but with the fin still attached. 
Fig. 4 is a perspective view of still another 
modification, showing the blank, the same 
With the ends enlarged and with lugs for the 
reaches, and the blank formed with the lugs 
and ears, but With the fins at the ends. 

Referring to Fig. 1, the blank is repre 
sented at C and is of a single piece of suit 

able metal of uniform size throughout and 
of any desired form in cross-section. This 
bank is reduced for a considerable distance 
at each side of its center, as shown at b, by 
any known method, preferably by hammer 
ing or rolling. By this operation the mate 
rial is left of full size at the ends of the blank 
out of which to form the ears for the lhead 
block, and the center is reduced to such size 
that the article may be formed half-round 
and with spots for the reaches. The blank 
With the reduced center is then inserted in 
dies of the proper form for the purpose and 
it is swaged into a form. With the ears and 
spots, as shown at c, leaving a fin Surround 
ing the swaged article. This fin is afterward 
removed to complete the article, which is 
then in condition to be bent into the required 
shape. It will be understood, of course, that 
the blank is heated to the proper tempera 
ture while undergoing the different steps in 
the method. 

In Fig. 2 the operation is practically the 
Same, the time of the steps of the operation 
only being changed. In this view, C is the 
blank, also integral and of uniform size. In 
this instance the ends are first swaged and 
the ears formed, leaving the center unre 
duced, as at b'. The center is reduced after 
the ends are swaged and the fins at the ends 
removed, and the result is the completely 
formed article shown at c', ready for subse 
quently bending into shape. 
In the modified form represented in Fig. 3, 

a' is a blank, which is of practically the size 
of the centralportion. The ends of this blank 
are upset, as shown at b', and when thus 
prepared it is inserted in the dies and the 
ears and Spots SWaged thereon, as shown at 
c'. The fin is next removed, and the article 
is then ready to be bent into proper shape. 
The blanks may be square, round, or oval, 
as the manufacturer may desire or elect. 

In Fig. 4 Ct' represents the blank, which 
is the proper size to enable lugs for the 
reaches to be formed therefrom, as repre 
sented at b', and at the same time the lugs 
are formed the central portion is reduced, 
leaving sufficient material at the ends out of 
Which to form the ears for the head-block. 
The blank thus prepared is then placed in 
proper dies and the ends swaged, producing 
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the ears for the head-block. Fins, of course, 
are left, which are afterward removed, and 
the article, provided with lugs for the reaches 
and ears for the head-block, is ready to be 
bent into proper shape. It will be seen that 
the gist of the invention is the same in all 
the views of the drawings. 

In Figs. and 4, for example, the center is 
first reduced, leaving the metal of full size 
out of which to form the ears for the head 
block. 

In Fig. 2 the ears are first formed out of 
the full thickness of the metal and the cen 
ter reduced afterward. 

In Fig. 3 the blank is similar to that in 
Fig. 1, the only difference being in the single 
step by which the ends are enlarged-viz., 
by upsetting them; but the operation of ob 
taining the article with its spots and ears is 
the same. 

It is therefore apparent that the same ge 
neric invention pervades the different forms 
obtained by the novel process or method de 
scribed and is common to all. 

By adopting this mode of construction I do 
away altogether with the operation of weld 
ing in the manufacture of fifth-wheels and 
am enabled to construct them of a single in 
tegral piece of metal of practically uniform 
thickness throughout. I am also enabled to 
form such articles very readily and rapidly, 
as well as to cheapen their construction and 
produce a neater and more finished article. 
Minor changes may be made in the steps 

of the process, as described above, without 

departing from the scope or sacrificing any 
of the advantages of my invention. 

IIaving thus fully described my improve 
ments, what I claim as new, and desire to 
secure by Letters Patent, is 

1. That improvement in the art of manu 
facturing fifth wheels for vehicles which con 
sists in first heating an integral piece of 
stock of uniform size throughout, second, 
reducing the middle portion thereof, leaving 
the ends the full size of the stock, third, 
Swaging ears for the head block out of the 
full sized ends and also forming the spots for 
the reaches as well as the body portion of the 
article and then removing the fin, Substan 
tially as described. 

2. That improvement in the art of manu 
facturing fifth wheels for vehicles which con 
sists in first heating an integral piece of 
stock of uniform size throughout, second, re 
ducing the middle portion thereof, leaving 
the ends the full size of the stock, third, 
swaging ears for the head block out of the 
full sized ends and also forming the lugs for 
the reaches, as well as the body portion, 
fourth, removing the fin, and then bending 
the article into curved form, substantially as 
described. 

In testimony whereof I affix my signature 
in presence of two Witnesses. 

FRANK E. WILCOX. 
Witnesses: 

D. R. SULTZABERGER, 
J. IEFFELFINGER. 
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