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This invention relates generally to electrical
apparatus, and more particularly to high voltage
fuses- and the support or enclosure therefor,

High voltage fuses are commonly supported in
insulating boxes, to not only protect the fuse
from the elements but also to act as a support
for the fuse and its terminal clips. This inven-~
tion relates to fuse boxes made of a new type
of porcelain which has the advantage over wood-
en boxes used formerly as fuse enclosures, in
that due to the fact that such fuse enclosures
are usually supported exposed to the elements,
the life of a wooden box is short, and they are
relatively larger in size and more complex than
the box of this invention because it was neces-
sary to employ lead-in bushings for the conduc-
tors, and to have relatively large dimensions to
provide the necessary insulation.

The box of this invention also has the advan-
tage over porcelain fuse boxes made by the so-
called “dry process,” which, while being some
improvement over the old wooden boxes, were
nevertheless limited in application due to the
relatively high porosity of porcelain made by this
process as compared to the boxes of this inven-
tion, which limited the voltage at which they
could be used, besides limiting the mechanical
strength thereof thus rendering such boxes unﬁt
for high voltage applications.

It was then found that an hnproved enclosure
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was obtainable by the use of a wet process por- -

celain. This type of porcelain is identified in
the art as “wet process porcelain,” but in order
to obtain a porcelain which is sufficiently dense
and non-porous to provide the necessary high
dielectric and mechanical strength especially in
the irregular form of a fuse box, this porcelain
has in the past been obtainable only by & wet
casting process. This process consumes ‘a great
deal of time and involves a great many opera-
tions, thereby rendering the resulting product

relatively expensive, as compared to the new type

of box herein disclosed, '

In the wet casting process of making porcelain,-

absorbent molds are used, into which a Hquid
clay mix is poured. A head of the clay mix is
maintained on the mold for insuring the deposit
of clay in the mold as the moisture content of
the clay mix is gradually absorbed by the mold
until a solid article is formed. It takes from
two to four hours before a completed fuse box
can be formed in the mold which is sufficiently
stiff to permit its removal and handling, Inas-
much as the absorbent molds are in practice
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short life, and even deteriorate so much during
their useful life that in an effort to obtain some
uniformity in the finished product it is neces-
sary to subject the fuse boxes to smoothing and.
machining . operations after taking them from .
the molds, for example, as by applying an abra-
sive material such as steel wool, and by drilling
or cutting. . This further increases the time, labor
and expense necessary to produce a ﬂnished fuse
box, so that by the time glaze has been applied,
and the box fired, several days may have been

required to manufacture just one fuse box. ’

Furthermore, due to deterioration of the plas--
ter of Paris molds necessitating a subsequent:
smoothing operation which must be performed
by hand, it has been impossible to obtain a uni-
form product. This has added to the cost of
making these boxes because of the large number
of spoiled and rejected hoxes. Even in boxes’
which are put in service, difficulty has been ex-
perienced in obtaining a good fit of the covers
and fuse clips, because the covers being of a
composition naterial and the clips being of metal,
are of substantially uniform size and often fail
to properly fit the boxes because of the impos-
sibility of obtaining a uniform product by’ the
wet casting process. This is objectionable be-
cause unless the covers fit properly, foreign mat-
ter ‘can enter the boxes and might cause elec-
trical failure or improper operation and of course
improper location of the clips will render proper
electrical and mechanical engagement with a fuse
carried by the door extremely difficult.

The doors for cutout boxes are usually’ sup-
ported on pivot pins carried, respectively, by op-
posite side walls of the box. In order to get
anywhere near accurate alignment of the holes
for these pivot pins in a fuse box made by the
wet process casting method, it has been neces-
sary either to provide removable cores in the
mold or to provide an additional drilling opera-
tion after casting, with the latter method being :
preferable for the greatest sccuracy. It can be

appreciated that the alignment of such pivot . -

pin supporting apertures is very important 1n
obtaining a good fit of fuse box doors. .

Another disadvantage of fuse boxes made by
the wet casting process, is that it has been found
that a certain percentage of the boxes will be
warped and distorted in firing, probably due to
the casting method wherein the box is progres-
sively built up in a mold, to thereby further in-

_ crease the spoilage and expense of manufacture,

made of plaster of Paris, they have a relatively 65

This invention relates specifically to a fuse
box made of a new type of porcelain which is
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free of the above-meniioned defects of fuse boxes
made in the above described manner of what is
known as “wet process porcelain,” and which

furthermore may be manufactured for sabout -

one-half the cost of wet process porcelain boxes.
This invention also relates fc a novel fuse box
structure which is especially adapted to this new
type of porcelain, and to novel fuse supporting
and engaging means for the box.

Accordingly, one object of this invention Is to

provide a novel type fuse hox, )

_Another object of this invention is tc provide
a fuse box constructed of a new type cf porcelain.

Another object of this invention is to provide
in a device of the type described, novel fuse
supporting and contacting means.

Another object of this invention is to provide
a porcelain fuse box which is free from irregu-
larities and defects and is economical te manu-
facture.

‘These and other objects of this invention will'.

become more apparent upon consideration of the
following detailed descript.on of a preferred em-
bodiment thereof, taken in connection with the
attached drawings, in which: 2

Figure 1 is a central, longitudina] section of a
fuse box constructed in accordance with this in-
vention, and show‘ng s fuse, door and contacts
in elevation;

Pig. 2 is a transverse section view of the box
taken on the line II—II of Pig. 1 with the fuse
and upper contaet in plan;

Fig, 3 is a top.view of the lower contact of
Fig. 1;

Fig. 4 is & top view of the lower contact sup-
porting bracket of Fig. 1;

Fig. 5 is a side elevation of a slightly modified
form of fuse box; and

Pig. 6 is a section taken on line VI—VI of
PFig. 5.

‘In the drawings, there is illustrated a fuse box

2, which in accordance with this invention, is of
a, new type of porcelain. As previously stated,
in the past, it has been possible to obtain a dense

porcelain in the irregular form of a fuse box, only

by the wet casting process, which however, has
the inherent defects and disadvantages referred
to sbove. In accordance with this invention,

_ porcelain is formed from the usual clay mix which

is preferakly comparatively dry, preferably not
more than 17% moisture, and preferably having
a relatively small percentage of ball clay, on the
This dry mix is then placed in
the metal die éavity of a die press. An important

feature of the invention is the arrangement of
the clay mix in the die before pressure is applied. -

It has been found that in order to obtein a dense

porcelain at least as good as that obtained by’

the wet casting method, it is essential to remove
the entrapped air from the mix and cause inti-
mate engagement of the clay particles. . In mak-
ing porcelaxn in accordance with this invention,
entrapped air is removed, and the clay particles
are forced into intimate engagement by means of
three main operations all carried out by use of
the die press.
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‘less dense portions of the pile.
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also be made to move relative to each other with
what may be termed a relative sliding movement,
in a direction extending at an angle to the direc~
tion of the compressing force. This may be ac-
complished by piling the mix in the die unevenly,
and manually compacting the high point or
points of the pile, whereby when the press is
closed, pressure is exerted on the compacted high
points of the pile to cause the clay particles to
slide laterally from such compacted portions to
The purpose of
initially compacting portions of the pile, is to
initially create relatively dense portions and cause
the lateral sliding movement of the clay particles
to take place under relatively high presusre, to

.flll the voids in the less dense portions of the pile,

and thereby create 8 porcelain article having &
relatively uniform high density. It has been
found that best results are obtained if the por-
tions of the pile manually compacted correspond
to the deepest parts of the die. Thus, in making
a fuse box such as that shown on the drawings
in a die press which is formed to exert pressure in
a direction substantially at right angles to the
open front 8 and rear wall {0 of the box, the por-
tions of the clay piled over those parts of the die
adapted to form side walls 4, § and skirt 12 (Figs.
5 and 6), should be higher and should be initially
manually compacted, so that when the press is
closed, lateral sliding movement of the clay parti-
cles will occur from these portions into rear wall
10, and form a box of high uniformly dense
porcelain.

(3)- A relatively high press pressure should be
used, for example, & minimum pressure of about
200 1bs. per square inch depending upon the com-
plexity of the article to be formed. However, it
has been found that while such high pressures
are desirable, a mere sustained high press pres-
sure is insuficient to obtain the desired porcelain

- density, especially in making fuse boxes, and this

4b
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(1) In order to remove air from the mix, some -

means should be provided for removing air from
tie die interior, such, for example, as by evacua-
tion of the die when closed, by & vacuum pump or

by the use of a heavier- than-an- gas to dlsplace -

the air, or the like,

(2) In order to provide for intimate engage-
ment of the clay particles they must not only be
compressed into intimate assocmtion but must
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desired density is obtainable only by causing the
press to engage the mix with an impact. Such an
impact will cause the lateral sliding of the clay -
particles described above, into intimate engage-
ment under high pressure. The amount of mois-
ture in the mix is sufficient to permit relative lat-
eral movement of the clay particles, and may be
considered as just sufficlent to permit in effect. a
plastic flow of the mix into the recesses of the
dies. It has also been found that in order to ob-
tain the desired density of porcelain it is neces-
sary that a plurality of successive impacts be
dealt. Thus, for example, in making fuse boxes,
the press is preferably operated to deal three suc-
cessive impacts to the article being formed, and it
has been found that a plastic flow of the clay
occurs on each impact and is usually ‘completed
on the third impact.

Porcelain fuse boxes made. by the above-de-
scribed new method have a density and conse-
quent dielectric strength at least as good, and
will run generally better than boxes made by the
old wet casting method. Probably more impor-
tant however, is the fact that fuse boxes made
of this new porcelain can be made to close toler-
ances so that no additional operations are neces-
sary before firing to obtain a uniform product.
This makes it possible to form pivot apertures in
the box by the pressing operation, and always
obtain a good fit of the door, thereby eliminating
drilling, scraping, shaving or coring operations.
Tolerances, for example, of one percent in the
length of fuse boxes are obtainable, and toler-
ances In boxes made by the wet casting process
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are entlrely unpredictable and run, for example,
from three to six percent. Also it is found that
there is negligible warping in firing of fuse boxes
which are die-pressed, so that there is no spoilage

- from this cause. For example, in the manufac-
ture of several hundred boxes to date, there has
been no spoiled or rejected boxes.

From the foregoing, it is readily apparent that
not only are fuse boxes made of die-pressed
porcelain. better, from an electrical and me-
chanical standpoint, but that their cost of manu-
facture is much less than fuse boxes of cast wet
process porcelain, The boxes can be pressed in
a few minutes, for example about three minutes,
and then fired after a relatively short drying
period without any other operations and with-
out spoilage.
and in the firing kiln in substantially less than
24 hours, and this should be contrasted to the
several days time necessary to produce a cast
wet process porcelain fuse box, and its attendant

high spoilage, as high at times as 20 to 30 per--

cent.

It is, of course, recognized that it is old to fmm
_porcelain articles by the application of pressure
using various methods, such as extrusion, with a
subsequent forming operation or hot pressing with
a plaster mold; but heretofore no one has been
able to press in a metal die a relatively large

irregular article of porcelain such as a fuse-box,

and obtain a vitreous, non-porous finished prod-
uct suitable for use for a high voltage fuse box,
or even comparable in density to cast wet process
porcelain,
porcelain fuse box of this invention, are, therefore,
believed to be readily apparent from the fore-
going. It should also be noted that no heat is
necessary in making die-pressed porcelain, -it
being a cold process except, of course, for ﬁring
the pressed box.

The specific fuse cutout shown on the draw-
ings has been designed specifically for employing
die-pressed porcelain, and, as previously stated,

Thus a fuse box may be pressed

The advantages of the die-pressed.
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the front of the box so that a die may be inserted
and withdrawn from the front of the box. At the
same time, by using die-pressed porcelain, it is
possible to form the exterior opposed surfaces of
the box parallel, and also to form irregular sur-
faces on the exterior of the box by the use of a
female die member having removable sides. Con-
sequently, it can be seen that a die-pressed porce-
lain fuse box will present a particularly effective

and regular exterior appearance, while permit--
ting the formation of irregularities or indenta-.

tions in the outer surfaces in the same opera-
tion by which the box is formed. R

Depressions 24 are provided on the inner sur- .

face of rear wall 10 of the fuse box, adjacent the
upper and lower ends thereof for supporting one
leg 26 of a contact supporting bracket. By refer-
ence to the upper contact supporting bracket and
depression 24, it will be seen that the leg 26 of
the contact supporting bracket is secured in de-

" pression 24 by cement material 28, similar to the
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comprises a generally rectangular box 2 having -

opposite side walls 4 and 6, a rear wall 10, open
front 8, and open bottom. The rear wall 10 of the
casing is provided with an inwardly extending,;
relatively large rounded protuberance 9, telmi-
nating in an arcuate flange 11 adapted to closely
surround a fuse tube 13 when in closed position
in the box. Tlie protuberance 9 and flange i
provide an insulating barrier intermediate of the
box between the fuse terminals, which are located

50

at opposite ends of the box. As shown in the .

drawings, the protuberance 9 is provided with
a socket T opening to the outer surface of rear
wall {0, for receiving a bracket arm 14 for sup-
porting the box, Bracket arm (4 i secured in
socket 10 by any desired cementing matetial, such,

for example, as lead or the like, which is cast into.

the socket with bracket arm 14 in place, and the

intérior surface of socket 7 is preferably rough-

ened, as by sanding, to secure a good bond with

55

material i6 previously described, and that the
depression 24 is roughened like socket 7T to secure
a good bond. Ridges 30 are formed integrs! with
wall 10 and extend along the free edges of both
depressions 24, to prevent the cement material 28
from running along the rear surface of rear wall
10. Referring again to the upper contact of the
cutout, it will be seen that the contact support-
ing bracket is provided with a second angularly

disposed leg 32 having in the outer end thereof, .

inwardly extending slots 34 for receiving the
shank of a screw 38 freely passing through an
aperture in one leg 40 of a substantially U-shaped

clamping member, and threadedly received in the

other leg 38 of the clamping member.

" The U-shaped clamping member is provided
with an offset’ portion 42 in the leg 40 thereof,
to provide an enlarged bight portion in line with
conductor apertures 44 in the side walls of the

box. A -scréw 46 is threadedly engaged with off-
set portion 42 of the clamping member, to se-

cure a conductor in the bight portion of the
clamping member. The fuse contact proper in-

ducting material such, for example, as copper
or the like, and a resilient backing strip 50 which

may be of any desired resilient material such,

for example, as a phosphor-bronze alioy. Both
strips are in'general of the same form and in-
clude reversely bent inner end portions which
are apertured to receive screws 38 so as to be
assembled as a unit with the U-shaped clamping
member.

The outer end of contact strip 48 is slotted to

provide spaced contact arms: 52, and the outer

end of resilient backing strip 50 is provided with -

. & pair of spaced slots to form outer contact pres-
. sure arms 54, substantially aligned with the con-

60

the cementing material 16. Bracket arm (4 may ..

be secured to a hanger bracket or support {8
for mounting the same on a cross arm or the
like, for example, as by a bolt 20. 'The outer
surface of rear wall 10 of the fuse box is provided
about the opening of socket 7, with an annular
depression 22 to increase the creepage distance
to supporting bracket 4.

It will be poted that the fuse box iNustrated
is particularly adapted to be made by the die-
pressing method described, in that all inner fac-
ing surfaces of the box diverge outwardly toward

65"
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tact arms 52 of the contact strip, and an inter-
mediate independently movable latching strip 56,
positioned so that the outer end thereof overlies
the slot in the end of the contact strip 48, and
it has an inwardly bent latch portion 49 ‘adapted
to extend below contact strip 48.

It will be observed that the contact strip JQ

backing strip 50, and U-shaped clamps 38, 40, 42;

are assembled by SCrews 36 so that they may be
removed as a unit from supporting bracket arm
32 merely by loosening screws: 36. “When these
parts are removed from the supporting bracket

_ they are maintained in supporting relation by

75

screws 36 passing through apertures in the inner
ends of the contact and backing strips, so that
these parts may be assembled as a unit, and rela-

-cludes a contact strip 48 of any suitable con-
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tively easily mounted in position in the fuse bhox
merely by slipping them over the leg 32 of a
supporting bracket, and tightening screws 36.
1t should be noted that the inner end 47 of con-
tact strip 48 extends beyond the inner end of
backing strip 56 into the bight portion of the
clamping member, so that a conductor in the
bight portion, will be clamped against the con-
tact strip by setscrew 46. With the contact in
the position shown in Fig. 1 of the drawings, it
is obvious that the contacting portions 52 of the
contact strip are positioned to engage the upper
terminal of a fuse, while latch portion 49 on leg
58 of resilient backing strip 58, is positioned to
lstch the fuse terminel in engagement with the
contact strip. This particular arrangement in-
sures that while the fuse terminal is moved into
and out of engsgement with the contact assem-
bly, that the contact sirip 48 and its resilient
backing strips 54 will nobt be overstressed In
iatching the fuse {erminal in place. Thai is, the
only part which is overstressed by movement of
the fuse terminal Int
with the contact strix
ing sirip which, as
independently of
so as nob o afiecy

‘Tha lower contad
meny respects, id
sssembly and, sher
applied to like

ig the leg 88 of the back-
viously stated, is movable
£4 and the contact strip,
e coniact pressure.
gzsembly and suppord is, in
.with the upper confact
g, like numerals have been
o aveld undue repetition.
It will be noted the supporting bracket and
J-shaped clemnping member ars identical with
¢ for the upper contach assembiy,
AT

asr
S

those used for il

cept that the supporting bracket is rotated subn-
stantislly 180° from the position i osccuples in
connection with the upper contact assembiy, so
thai leg 2€ thereof exiends downwardiy from leg
32 instead of upwardly as in the upper centach
consiruction. Alsc, the inner ends of contact
strip 58 and resilient backing strip 60 which are
received in the U-shaped clamping member, are
substantisliy like the inner ends of contact strip
4% and resilient strip 50 for the upper contact,
the only difference being that the outer ends of
contact strip % and resilient backing strip 50
are subsiantially coextensive and similarly
formed with an arcuate recess 62 to receive the
fuse fube i2.

The fuse bozx is preferably provided with a door
$4 of any desired composition material, provided
with an exterior handle 88, and an inferior in-
tegral spertured support 68 adjacent the upper
end thereof for slidably receiving fuse 13. Sup-
port 88 is provided with a portion having a set-
screw 69 threadedly engaged therethrough to
secure the fuse 13 against longitudinal move-
ment. Door 84 is also provided adjacent the
lower end thereof with spaced, integral, longi-
tudinally extending flanges 10, having an integral
connecting member 12 forming a channel for re-
ceiving the lower end of fuse {3. A lower termi-
nal casting 74 is adapted to be secured to door
flanges 18, for example, as by rivets 18 or the
like, and this terminal casting is, as shown, sub-
stantially trapezoidal in form, including an upper
- surface adapted to engage contact strip 38, and
a lower side surface adapted to support a screw
18 for securing the tail 88 of a fuse ink sup-
ported within the fuse to the terminal casting
" 14 Puse i3 is also provided with an upper ter-
minal ferruie 82, to which the other end of the
fuse link is adapted to be secured, for example,
as by a terminal cap 84 removably engaged with
terminal ferrule 82. The lower fuse terminal

.

‘and out of engagement -
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casting 14 is also provided with a groove 88 form-
ing a continuation of slots 86 in the sides of
door 64, for receiving pivol pins supported re-
spectively on side walls 4 and 6 of the fuse box.

From the foregoing, it Is believed that it will
pe readily apparent that fuse 13 is carried on
door 64 for pivotal movement to and away from
a closed position with respect to fuse box 2, and
when door 64 is in its closed position, fuse 3
will have its terminals 34 and T4 engaged, re-

' spectively, with contact strips 48 and 58. It will

be noted that the contact strips have the outer
ends thereof bent upwardly so that they and their
resilient backing strips may ke stressed to engage
the fuse terminals with a predetermined pres-
sure. Furthermore, the upper contact assembly
is also adapted to latch the door and fuse in
closed position, by means of an independently
movable portion of the resilient contact backing
strip, so that the contact strip itself is not called
upon to perform this latching funetion and con-
sequently will not be overstressed to weaken the
same. The unitary assembly of the contact sirips
and thelr resilient backing strips with a clamping
means, for not only securing the contact assembly
in operative position in a fuse bhox wug alse to
secure & line conductor therete, is especially ad-
vantageous since it greatly simpiifies the assembly
and replacement of these I It sthould also
be noted that the contacts, w.en in operative

_position, sre rigidly secured iv. il fuse bozx so

that they may be initially properly permanently
positioned. The latch 49 for engaging the upper

fuse terminal may be released merely by pulling

outwardly on door handle 8¢ and the fuse and
door may then be pivotally moved outwardly
relative to the casing, and, when moved ic a de-
pending position with respect to the casing, these
parts may be detached from ine casing merely
by moving the end of the door carrying terminal
block 1§ outwardly, tc remove the box pivot pins
out, of slots 86 and 8£.

In Figs. 5 and 6 of the drawings, there is il-
lustrated a fuse box which is like that shown in
Figs. 1 to 4 of the drawings, with the exception
that it is especially designed for higher voltages,
and to this end is provided with a substantially
U-shaped skirt 12 on the outer surface of rear
wall’ 10 of the box, with the closed end of the
skirt positioned just above socket T in rear wall
{8. 'This skirt provides additional creepage dis-
tance from the supporting bracket {4 to both
upper and lower conductor apertures 44, and
since the lower end is left open, there is no op-

5 portunity for foreign matter to accumulate with-

in the skirt. It will be noted, by particular refer-
ence to Fig. 6, that the legs of skirt 12 are posi-
tioned substantially in alignment with side walis
4 and §, respectively, of the box so that when the
box is formed of die-pressed porcelain with the
die pressure being exerted in & direction substan-
tially parallel with the side walls of the box, the
most exiensive, or thicker portions, of the box
will be in alignment with the direction in which
pressure is exerted, so that the initial compacting
operation previously referred to may be carried
out along the side edges of the dies, to secure &
flow of the porcelain mix laterally from these
portions into the rear wall of the casing.

Both boxes shown in the drawings are prefer-
ably provided with annular grooves 90 ‘about con-
ductor apertures #4, and with grooved portions
92 having straight end portions connected by
intermediate curved portions, so - ‘that these
grooves will be positioned both between conductor



2,361,340

apertures 44 on .each side wall of the box and
between each conductor aperture 44 and sup-
porting bracket 14, all for the purpose of increas-
ing the creepage distance between conductors,
and between each conductor and the supporting
bracket which, of course, is grounded. Each box
is also provided adjacent the lower end thereof
with a countersunk aperture 94 in the side walls
for supporting pivot pins for pivotally mounting
the fuse tube and door.

It will be readily observed by reference to the

drawings that by the use of die- pressed porcelain
for s fuse box, it is possible to obtain nearly any
desired irregularities in the outer surfaces of the
box while at the same time maintain a sym-
metrical box structure having parallel exterior
surfaces. Such constructions are extremely diffi-
cult, if not impossible, to obtain by the old wet
casting process porcelain, because of the neces-
sity of providing for removal of the hox from the

mold after it has been formed: Thus, a fuse box,
when made of die-pressed porcelain, will have -

mechanical and dielectric strength at least as
good as that of the old cast wet process porcelain
box, and has the further advantages of generally
bettering these characteristics. Thus, for ex-
ample mechanically, it is possible with die-pressed
porcelain to obtain a uniform product manu-
factured to close tolerances so that a good fit of

the box doors is always insured as well as proper

positioning of the contact supporting portions
and barriers within the box. Also, due to the
extreme accuracy possible with die-pressed porce-
lain, & great many economies may be made in

manufacture of these irregularly shaped fuse

boxes which are not necessarily applicable to any

other type of porcelain product, so as to reduce.

the cost of the poreclain for fuse boxes approxi-
mately by one-half.

Having described preferred embodiments of the
- invention in accordance with the patent statutes,
it is desired that the invention be not limited to
the paricular embodimens disclosed herein, inas-
much as it will be obvious, particularly to persons
skilled in the art, that many changes and moedi-
fications may be made in these particular em-
bodiments. withouz departing from the broad
‘spirit-and Scope of our invention. Accordingly,
it is desired that this invention be interpreted as
. broadly as possible and that it be limited only by

5

U-shaped flange around said recess with the

_ closed end of said flange adjacent the top wall
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the prior art and by what is expressly. set forth -

in the following. ¢laims,
We claim as our invention:.
1. A new article of manufacture comprising
an irregular shaped high voltage fuse box of
uniformly dense, die-pressed porcelain.

<

‘2. A new article of manufacture comprising‘

a high voltage fuse box of initially compacted
and vacuum die-pressed porcelain.

3. A new article of manufacture comprising
an irregular shaped high voltage fuse box of
dense, non-porous, cold die-pressed porcelain.

of said box, the leg portions of the flange being
substantially in alignment with the side walls of
said box, and said box being formed of a single
unitary piece of die-pressed porcelain.

6. A fuse box including spaced side walls con-
nected by integral top and rear walls to form a
box having an open front, a recess in the outer
surface of said rear wall for supporting a mount-

ing bracket, an outwardly extending substantially

U-shaped flange around sa1d recess with the
closed end of said flange adjacent the top wall
of said box, sald flange being outwardly tapered,
the leg portions of the flange being substantially
in alignment with the side walls of said box, and

‘said box being formed of a single unitary piece

of die-pressed porcelain.

7. A fuse box including spaced side walls con-
nected by integral top and rear walls to form a
box having an open front, a contact supporting
bracket having a slotted outer end on said rear
wall, a contact strip, a substantially U-shaped
clamp member, means connecting the legs of said
clamp member to force them together, and adapt- -
ed to be received in said bracket slot {o secure .
sald bracket and contact strip between the legs
thereof, and means for securing a conductor in
the bight portion of said clamp member.

8. A fuse box including spaced side walls con-
nected by integral top and rear walls to form a
box having an open front, a contact supporting
bracket having a slotted outer end on said rear
wall, a contact strip, a substantially U-shaped
clamp member, means connecting the legs of said
clamp member to force them together and adapt-

.ed to be received in said bracket slot to secure

said bracket and contact strip between the legs
thereof, means for securing a conductor in the
bight portion of said elamp member, and said
contact strip adapted to extend into the bight
portion of said clamp member so as to be engaged
by said conductor.

9. A fuse box including spaced side walls con-
nected by integral top and rear walls to form a -
box having an open front, a contact supporting
bracket having a slotted outer end on said rear
wall, a contact strip, a substantially U-shaped
clamp member, means connecting the legsof said
clamp member to force them together and adapt--
ed to be received in said bracket slot to secure

" said bracket and contact strip between the legs
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4, A fuse box including spaced side walls con~ -

) nected by integral top and rear walls to form a
. box having an open front, confronting inner sur-
faces of the side walls of said box being flared
outwardly, w1th opposed outer surfaces of said_
side walls being substantially parallel, and, said
box being of a single unitary piece of die-pressed
porcelain,

5. A fuse box including spaced side walls con-
nected by integral top and rear walls to form a"
box having an open front, & recess in the outer
surface of said rear wall for supporting a mount-

ing bracket an outwardly extending substantially

(£ ]

thereof, means for ‘securing a conductor in the
bight portion of said clamp member, and said
securing' means extending-through an aperture
in said contact strip, whereby said clamp member
and contact strip are removable as a unit from
said bracket.

10. A fuse box including spaced side walls con-
nected by integral top and rear walls to form a -
box having an open front, a contact supporting
bracket having a slotted outer end on said rear
wall, a contact strip, a resilient backing strip,
a substantially U-shaped clamp member, means
connecting the legs-of sald clamp member to force
them together and adapted to be received in said
bracket slot to secure said bracket, resilient strip
and contact strip between the legs tHereof, means
for securing a conductor,in the bight portion of
said clamp member, and said contact strip adapt-
ed to extend into the bight portion of said clamp

‘member so as to be engaged by said conductor.

11, A fuse box including spaced side walls con-
nected by integral top and rear walls to form a
hox having an open front, means on said rear
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wall for supporting a latching contact, said con-
tact including a conducting strip and a resilient
backing strip, and said backing strip including
an independently movable latch portion offset
from at least an outer portion of said conduct-
ing strip and adapted to project therebelow to
independently latch a fuse terminal in engage-
ment with said conducting strip.

12. Contact means for releasably engaging s
fuse terminal or the like, including & contact
strip having o forked outer end, and a resilient
becking strip heving an independently movable
latch portion sdepted to overlie and at least in
part extend through the space hetween the outer
end portions of said contact strip. i

13. Contect means for releasably engaging =
fuse terminzal or the like, including a coniact
strip, and g resilient backing strip having an
independently movabkle latch portion offset from

5]

at least an outer portion of said contact strip -

and adapted to proiect therebelow to independ-
ently latch said termingal in engagement with
said contact strip.

14, A new article of manufacture comprising
sn irregular sheped high voltage fuse box of
die-presse¢  porcelain  having dieleetric and
mechanical strength characteristics at least as
200d as wet-process poreelain,

15, A new article of manufacture comprising
an irregular shaped high voltage fuse box of
die-pressed porcelain having dielectric and
mechanical strength characteristics at least as
good as wei-process porcelain, but having a
greater degree of dimensional fidelity.

16. A fuse box including spaced side walls,
connected by integral top and rear walls to
form a box having an open front, spaced fuses
contacts secured in said box to said rear wall,
& door for the front of said box movably mounted
thereon, a fuse carried by said door; spaced ter-
minals carried by said fuse positioned to engage
seld contacts when said door is closed, and said
box being of g single unitary piece of die-pressed
porcelain having dielectric and mechanieal
strength characteristics at least as good as wet-
process porcelain, but having a greater degree
‘of dimensional fidelity, whereby proper engage-
ment of said terminals with said contacts is ob-
tained and & good fit of saild door is assured
when said door is.closed.

17. A contact unit including a contact strip,
& substantially U-shaped clamp member, means
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connecting the legs of said clamp member to
force them together for securing the unit in
operative position on g support member, one end
of said strip positioned between the legs of said
clamp member and sapertured to receive said
secturing means.

18. A contact unit including a conta./ct strip,
a substentially U-shaped clamp member, means
connecting the legs of said clamp member to
force them togesher for securing the unit in
operative positicn on a support member, one end
of said strip positioned hetween the legs of said
C member and apertured to receive said
securing means, means for securing a conductor
in the bighé porticn of said clamp member
2id contact sirip adapted to extend into the
portion of said clamp member so as to be
engaged by sald conductoer.

18, A fuse enclosure comprising a box portion
having spaced side walls connected by integral
top and rear walls, and g door portion for the

" front of said hox movably mounted thereon, at
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least one portion of said enclosure being of a
single. unitary piece of uniformly dense die-
pressed porcelain.

20. In a device of the type described, a sup-
port of insulating material, 2 bracket projecting
from said support, & unitary terminal assembly
adapted to be mounted on said support, said
assembly including 2 substantially U-shaped
member and a terminal member having one end
loosely held assembled therewith by clampinz -
means, said assembly adapted to be mounted on
said bracket with said bracket received in said
U-shaped member in engagement with said ter-
minal member, whereby said clamping means is
effective tc secure said assembly to said brackes
and ito secure said terminal member againsi
movemens.

- 21, In a device of the type described, a sup-
port of insulating material, a bracket projecting
from said support, said bracket having at least
one slot therein opening at one edge thereof, a
contact strip, & substantially U-shaped clamp
member, ineans connecting the legs of said clamp
member to force them together, and adapted to
be received in said bracket slot to secure said
bracket and contact strip between the legs
thereof. .
HERBERT L. RAWLINS.
EUGENE H. FISCHER.



