
0 088 582                       2 Description
fit zone to be achieved during manufacture. In accordance with one aspect
of the invention Background of the Invention                         there
is provided in elongate metal press-fit elec- 1. Field of the Invention
trical terminal comprising an electrical terminal This invention relates to
press-fit electrical ter-    5    portion for electrical interconnection to
another minals such as press-fit pins for mounting in       electrical
component and a press-fit portion for plated through holes in a printed
circuit board.    engagement within a recess of an element such These
terminals may be held in recesses in, say,    as a printed circuit board,
said press-fit portion plastic bodies to provide, for instance, edge card
being of generally H-shape in cross-section connectors. More particularly,
the invention re-   10   formed  by  four compliant fins extending lates to
such components having a generally H-      generally parallel to the
longitudinal axis of the shaped press-fit zone with compliant fins inter-
terminal and interconnected by a central web, the connected by a central
web.                         two opposed faces of said web being indented
with a plurality of parallel corrugations, the val- 2. Description of the
Prior Art               15   lays of said corrugation extending
transversely to A number of designs of press-fit electrical       said
longitudinal axis. terminals such as pins or connectors are well-
Preferably the terminal includes a slug of solder known in the industry.
They have press-fit zones    held on at least a portion of each opposed
face of with compliant portions which deform when in-       said central
web. serted within a plated through hole of a circuit   20  In accordance
with a further aspect of the board or a recess of a plastic housing. The
Invention  there is provided  a method  of deformed portions locate with
the hole or recess    manufacturing such an elongate metal press-fit and
maintain the component rigidly therein.         electrical terminal, which
comprises engaging a US-A-3,827,004 describes a press-fit circuit      zone
of an elongate metal member on two board pin where the press-fit zone is
generally H-   25   opposed sides with anvil members, and forming shaped. A
central web of smooth, planar con-        the generally H-shaped section by
swaging figuration connects four generally parallel com-   against said
anvil members by striking the metal pliant fins to so provide the H-shape.
The zone is  member between a pair of dies perpendicularly to formed by
swaging the pin between appropriate       said two opposed sides, said dies
having corru- dies. The work hardening involved in forming the    30
gated faces so as to provide the corresponding fins provides an improved
compliancy thereto.       plurality of parallel corrugations on the central
The thus formed pins are gathered by an insertion   web of the H-shaped
section. tool and staked into the plated through holes. Upon insertion
within  such a plated through      Brief Description of the Drawings hole,
the fins deform somewhat in accordance   35     Figure 1 is a perspective
view of a first embodi- with the shape of the hole.
ment of a press-fit pin in accordance with the An H-ihaped geometry has the
advantage of a    -present invention, for mounting in a plated relatively
rigid central web which prevents exces-  through hole of a printed circuit
board, sive flexing of the pin tip after installation. The   Figures 2 and
3 are sections along the lines compliant fins will accommodate insertion
into   40   X-X and Y-Y, respectively of Figure 1, plated through holes of
a range of dimensions.        Figure 4 is a perspective view showing the
pin This is of advantage since it is difficult to ensure  of. Figures 1 to
3 during manufacture in accord- accurate manufacturing tolerances of such
holes.    ance with a preferred method of the invention, Because of this
variance in plated through hole       Figures 5(a) and (b), 6(a) and (b)
7(a) and  (b) are dimensions, it is desirable that the manufacturing    45
partial sectional views showing press-fit pins with tolerances of
dimensions of the press-fit zone of   generally H-shaped press-fit zones
during manu- the pin be maintained as close as possible.         facture.
Figures 5(c), 6(c) and 7(c) are cross- Other forms of press-fit pins are
described in,   sections of the respective products, for example,
US-A-3,824,554 and US-A-                 Figure 8 is a perspective view of
a second 4,057,315. US-A-3,824,554 describes a press-fit   so   embodiment
of a press-fit pin in accordance with pin  having  a generally  H-shaped'
press-fit      the present invention, formounting in a through zone, but
where the central web joining the fins    hole of a printed circuit board,
has symmetrical, inwardly-curved and smooth           Figure 9 is a plan
view of the pin of Figure 8, opposed surfaces. US-A--4,057,315 describes a
Figure 10 is a partly sectional side view of the press-fit pin in which the
press-fit zone includes a    55   pin of Figure 8, plurality of deformed
segments alternately           Figures 11 and 12 are sections along lines
A-A spaced from each other in opposite quadrants        and B-B
respectively of Figure 9, along the length of the zone.
Figures 13(a), (b) and (c) are perspective views showing stages during the
incorporation of slugs Summary of the Invention                      60
of solder in the pin of Figure 8, The Invention relates to an improvement
in          Figures 14(a), (b) and (c) are sections of Figures generally
H-shaped press-fit electrical terminals   13(a) to (c) respectively along
lines similar to the which increases the flexural strength of the com-
B-B of Figure 9, ponent after installation and which enables im-
Figure 15 is a plan view of the pin of Figure proved tolerances in the
dimensions of the press-   65   13(c), 2 



3                   0 088   82                      4 Figure 16 is a partly
sectional side view of the  ing, the dies A, A simply being stam   nto the
pin of Figure 13(c), and                            pin material from
either side. As a. consequence, Figures 17(a), (b) and (c) a partly
sectional side  large variations in the longitudinal dimension / views
showing stages during the insertion of the    (Figure 5(b)) and
cross-section X (Figure 5(c)) are pin of Figure 13(c) into a through hole
of a printed     5    encountered. circuit board.
An improvement to the Figure 5 arrangement, which is possible with pins
formed from sheet Description of the Preferred Embodiments
material, is shown in Figures 6(a), lb) and (c). Four Referring to Figures
1,2 and 3, the first press-fit  anvil members B are provided to restrict
move- pin comprises a generally H-shaped press-fit zone    10   ment of
material transversely of the pin during (best seen in Figure 3), with the
central web 2     swaging. This provides a closer control on the being
indented with a series of corrugations 4, the  tolerance of dimension X
(Figure 6(c)), but the valleys of which extend transversely to the longi-
length growth remains uncontrolled. A relatively tudinal axis of the pin.
The corrugations 4 are    large variation in dimension I (Figure 6(b))  re-
located on both opposed faces of the central web    15   mains. 2 of the
pin, the web 2 merging with the main        A further improvement, and
which is preferably body 6, 8 on either side thereof. On each trans-
employed in the present invention, is illustrated in verse side of web 2
are compliant fins 10, 10', 12,  Figures 7(a), (b) and (c). The dies A, A
are now 12' to complete the generally H-shaped section.    provided with a
series of teeth to form the The end of each fin is provided with a lead-in
20   corresponding corrugations 4 in the central web area 14 to assist
entry of the press-fit zone into the  2. These opposing teeth reduce
material flow in a plated through hole. Chamfers 16 at each side of
longitudinal direction and stimulate flow in a the press-fit zone assist in
generally pre-centering  transverse direction towards anvil members B. the
pin in the plated through hole. The outer edge  This encourages a more even
conformation of pin 18 of each fin is curved to assist in providing a   25
material to the contours of anvil members B. The greater area of contact
with the plated through     arrangement provides a closer tolerances to
both hole,                                               I and X
dimensions. -When the first pin as described above is         The first pin
described above is useful where pressed into a plated through hole, with
the fin   the pin is only a desired amount oversize with dimensions
slightly exceeding the hole size, the   30   respect to the plated through
hole and where the fins (being compliant) deflect inwardly towards    hole
has been properly plated. one another. The degree of deflection is depen-
However, it is known that it is not always dent on the respective hole
undersize. A firm       possible to guarantee that the plating on a
electrical and  mechanical contact is achieved to  through hole will be of
good quality due to the the hole with minimum  damage to the hole   35
difficulty in controlling all the steps in the process. plating. The
corrugations on the central web 2       Also the plated through hole is
susceptible to increase rigidity to improve resistance to flexing
mechanical damage due to: of the main -body 6, 8 of the pin.
(a) pin insertion, especially where the oversize The pin of Figures 1 to 3
may be manufactured     dimension of the pin is excessive with respect to
from wire by-swaging the press-fit zone between    40   the hole dimension,
appropriate dies, but in a preferred embodiment it   lb) thermal expansion
of the  materials. is stamped from sheet material. This has the
(Generally the plating metal, circuit board, and advantage that a plurality
of such pins may be      pin are made of materials having different co-
formed simultaneously and, by leaving them          efficients of thermal
expansion. Densely packed attached to a carrier strip, enables them to be
45   assembled  boards are inherently prone to mass inserted on the circuit
board. The carrier   thermal gradients due to heat generation by the strip
is then severed -after insertion. This is    various components of a
circuit. Also interfacial schematically illustrated in Figure 4, wherein a
junctions are subject to thermal excursions). plurality of such pins is
shown being formed         (c) variations in pin compliancy due to tol-
whilst attached to a carrier strip 20. A pair of dies   50   erances
associated with the pin stamping pro- A, A (the detail of which has been
omitted) are     cess; shown preparing to swage the press-fit zone of
(d) material mis-match between the pin and the one of tne pins.        -
board, particularly where the same type of pin is In will be appreciated
that the extent of move-   used with different types of board, and ment for
a second pair of dies. B, B (shown in   55   (e) mechanical stresses placed
on the pin by phantom and perpendicular to dies A, A) in the     wire-wrap
and in the lateral direction during plane of the sheet material is severely
limited. The  connection of the pin to the circuit. extent to which this is
solved to provide press-fit  By careful selection of the pin and control of
the zones of improved dimensional tolerances will be    production of the
plated through hole it is poss- described with reference to Figures 5 to 7.
so   ible to use the first pin to form a good mechanical -Figures 5 to 7
illustrate in more detail the     and electrical connection. However, where
such swaging process in forming a generally H-shaped     selection and
control cannot be exercised, it may press-fit zone.
be advantageous to use the pin shown in Figures 



Referring to Figures 5(a), (b) and (c), the       8 to 12. material
movement is not restricted during swag-   66  Referring now to Figures 8 to
12, the second 3    5                   0 088 582                     6
press-fit pin in accordance with the invention also  generally centered by
the chamfers 26. As the pin comprises a generally H-shaped press-fit zone
is inserted into the hole, the edges of the hole (best seen in Figure (11)
with the central web being  come into abutment with the lead-in area and
indented with a series of corrugations, the valleys  curled-in portions 28
of the fins and -the pin Is of which extend transversely to the
longitudinal    5    thereby centered in the hole. axis of the pin. The
corrugations are located on      As the pin is further inserted into the
hole the both opposed faces of the central web of the pin,   fins (being
compliant) deflect inwardly towards the web merging with the main body 20,
22 on        one another, thereby gripping the slugs 30 of the either side
thereof.                                solder. The degree of deflection is
dependent on On each transverse side of the web are corn-   to   respective
hole under size. pliant fins to complete the generally H-shaped        As
the pin is yet further inserted into the hole section. The outside edge of
each fin is curved to  -(as shown in Figure 17(b)) the slugs 30 are pulled
assist in providing a greater area of contact of the  along the length of
the hole and forced into tight pin if it is used in a plated through hole.
The con-  abutment with the corrugations along the length struction of the
pin thus far is the same as that of   15   of the hole. This is made
possible by the locking the first pin described above.
action on the slugs 30 of the curled-in portions 28 However, the pin has a
shoulder 24 formed in      and the corrugations. The slugs 30 are deformed
one -main body portion 22 for assisting in insert-  by hydraulic pressure
to conform to the shape of ing the pin into a through hole. The shoulder 24
is  the through hole. designed to co-operate with a complementarily   20
If desired the solder slugs 30 may be subjected shaped applicator tool.
to a reflow soldering process so that the solder At the end of the
press-fit zone remote from the  adopts the position shown in Figure 17(c).
shoulder 24 the pin has chamfers 26 for assisting    The second pin
according to the invention has in generally precentering the pin in a
through      the advantage that, as it is inserted into the hole, hole. The
ends of the fins adjacent the chamfers   25   the solder slugs are extruded
to fit the hole, 26 have a lead-in area which merges with a
thereby ensuring a snug mechanical fit of the curled-in portion 28 of each
fin (best seen in      solder in the hole. Moreover, the hydraulic Figure
12). The lead-in area and curled-in portions  pressure generated in and
transmitted by the 28 assist the entry of the press-fit zone into the
solder permits a more uniform deformation of the through hole.
30   fins so that the fins more snugly fit into the hole. The end of the
zone adjacent the shoulder 24      The pressure also has a tendency to
deform the does not have chamfers or curled-in portions.       hole
periphery, thus limiting hole damage. The second pin may be manufactured by
any of        As the pin is inserted, the solder tends to scrape the
methods described above with reference to       a layer of oxide off the
circuit board plating the first pin, usingappropriately shaped dies and/
35   especially -in the through hole, leaving a bare dr anvils.
metal surface which is immediately brought into The generally cylindrical
slugs 30 of solder are  contact with the solder, thus ensuring good elec-
attached to the pin as shown in Figures 13 to 16,  trical connection and
gas tight sealing. to which reference is now made.                      If
the solder is subjected to a reflow soldering A slug 30 is located adjacent
each opposed face   40   process, the snugness of mechanical fit is further
of the web and the slugs are forced towards each    enhanced and the
electrical connection further other using a press or a crimping tool, only
improved, thereby to improve both the mechani- opposed parts 32 of which
are shown in Figure 14.   cal and electrical properties of the joint. The
opposed parts 32 have a length approxi-           Once the joint has been
completed, inter- mately equal to the length of lead-in area and    45
atomic migration between the solder and the curled-in portion 28 of each
fin so that each slug is  plating may increase the joint strength and
forced into the press-fit zone between each pair of  quality, especially
where the solder is tin-based curled-in portions 28 only (as can be seen
from     and the plating is copper-based. figures 13(a), 15 and 16).
-        It will be appreciated that the seond pin can be As the slugs 30
of solder are forced between the    50   used without a plated through hole
as long as a fins, they are deformed by hydraulic pressure to    reflow
process is used to bring the solder into fill the space between the fins
and to abut tightly  contact with the plating on the surface of the in the
corrugations of the web, in the area be-    printed circuit board. tween
each pair of curled-in portions 28 (as can be   It is not essential for the
main body of either of seen in Figures 14(c) and 15).                55
the pins (6, 8 in Figure 1 or 20,22 In Figure 8) to be In use, the second
pin as described above, is     of square cross-section. For example it
could be inserted into a through hole in a printed circuit  rectangular or
round. Although the corrugations board as shown in Figures 17(a) to (c) to
which     are preferably of a symmetrical saw-tooth section reference is
now made. In these Figures the hole    (rising linearly from valleys to
peaks and similarly is shown as a plated through hole although this is   60
falling), they could also be rounded with curved 



not necessary with the second pin.                  valleys and peaks. The
pin is inserted into the hole using an          Although the preferred
embodiments have applicator tool (not shown). The fin dimensions     been
described in terms of a press-fit male pin for exceed slightly the hole
size. The end of the pin   insertion in a plated through hole of a circuit
remote from the shoulder 24 is inserted and is   65   board, the invention
applies equally to other 4    terminals requiring a press-fit zone. For
example,.     11. A terminal according to any one of claims it applies to
terminals having female portions for  to 10, wherein the electrical
terminal portion female connector applications, such as edge card
includes a male pin sectibn. connectors, where the female connector portion
12. A terminal according to claim 11 wherein is formed as a shaped beam by,
for example,    5    the electrical terminal portion includes a male pin
swaging on one side of the pin main body, with a    section on one side of
said press-fit portion and a male pin portion remaining on the opposite
side     female connector portion -on the other side of the press-fit zone.
thereof. 13. A terminal according to claim 11 or 12 Claims
10   wherein the male pin section is of square cross- section. 1. An
elongate metal press-fit electrical terminal  14. A method of manufacturing
an electrical comprising an electrical terminal portion for elec-  terminal
as claimed in claim 1, which comprises trical interconnection to another
electrical compo-  engaging a zone of an elongate metal member on nent and
a press-fit portion for engagement with-   15   two opposed sides with
anvil members (B), and in a recess of an element such as a printed circuit
forming the generally H-shaped section by swag- board, said press-fit
portion being of generally H-  ing against said anvil members (B) by
striking the shape in cross-section formed by four compliant     metal
member between a pair of dies (A) fins (10, 10', 12. 12') extending
generally parallel  perpendicularly to said two opposed sides, said to the
longitudinal axis of the terminal and inter-   20   dies (A) having
corrugated faces so as to provide connected by a central web (2),
characterised by    the corresponding plurality of parallel corruga- the
two opposed faces of said web being indented    tions on the central web of
the H-shaped section. with a plurality of parallel corrugations, the val-
15. A method according to claim 14 which com- leys of said corrugations
extending transversely    prises initially stamping a plurality of said
elon- to said longitudinal axis.                    25    gate metal
members from a sheet material, said 2. A terminal according to claim 1, and
in-       members being interconnected by a carrier por- cluding a slug of
solder (30) held on at least a    tion (20) for severance only after
installation of portion of each opposed face of said central web    said
terminal in a said recess of an element such (2).
as a printed circuit board. 3.Aterminal accordingtoclaim 2, wherein each
so   16. A method according to claim 14 or claim 15 solder slug (30) is
held on the terminal by co-     for manufacturing an electrical terminal
accord- operating curled-in portions (28) towards one end   ing to claim 2
or any claim dependent thereon, of each of the fins (10, 10'. 12, 12').
and including the step of locating a slug of solder 4. Aterminal according
to claim 3, wherein the    (30) on at least a portion of each opposed face
of -solder slug (30) is pressed into the space between    35   said central
web (2). the curled-in portions (28) so that the slug is       17. A method
according to claim 16, wherein deformed to fill the space and abut tightly
the     each slug of solder (30) is located by pressing a corrugations.
generally cylindrical length of solder into the 5. A terminal according to
any one of claims 2 to  space above the portion of each opposed face of 4,
and including a shoulder (24), for co-operation    40   said central web
(2) to deform the solder such that with an applicatortool, on the body
portion (22) of  it fills the space. the terminal remote from the portion
of the central web on which the solder slugs (30) are      Revendications
held. 6. A terminal according to any one of claims 2 to   45  1. Borne
electrique allongee a fixation par 5, wherein each fin (10, 10', 12, 12')
has a lead-in  pression, en metal, comprenant une partie de area, for the
terminal for insertion into a said    borne electrique destinee a etablir
une connexion recess, at its end adjacent the portion of the      avec un
autre composant electrique, et une partie central web (2) on which the
solder slugs (30) are  de fixation par pression destinee a etre introduite
held.                                         50   dans une cavite d'un
element tel qu'une plaque 7. A terminal  according to claims 3 and 6,
de circuit imprime, cette partie de fixation ayant wherein the lead-in area
merges with the curled-    une section en forms g6n6rale de H, avec quatre
in portion (28).                                    ailes (10, 10'. 12,
12') associees, s'etendant dans 8. A terminal according to claim 1, wherein
each  lour ensemble parallelement a l'axe longitudinal fin (10, 10', 12.
12') has at one end thereof a lead-   55   de Ia borne, et reliees a une
ame centrale (2), in area for the terminal for insertion into a said
caracterisee en ce que les deux faces opposees de recess.
ladite ame presentent une serie d'ondulations 9. A terminal according to
claim 8, wherein each  paralleles, dont les vallees s'etendent perpendicu- 



fin (10, 10', 12, 12') has at its other end a second  lairement audit axe
longitudinal. lead-in area for the terminal for insertion into a    so  2.
Borne selon la revendication 1, et compre- said recess.
nant une baguette de soudure (30) maintenue sur 10. A terminal according to
any one of claims 1   au moins une partie de chacune des faces oppo- to 9,
wherein the fins (10, 10', 12, 12'1 extend    sees de ladite ame centrale
(2). Perpendicularly from the edge of said web (2),        3. Borne selon
la revendication 2, caracterisee parallel to one another.
65    en ce que chaque baguette de soudure (30) est    terminals requiring
a press-fit zone. For example,    11. A terminal according to any one of
claims 1 it applies to terminals having female portions for  to 10, wherein
the electrical terminal portion female connector applications, such as edge
card    includes a male pin section. connectors, where the female connector
portion        12. A terminal according to claim 11 wherein is formed as a
shaped beam by, for example,    5    the electrical terminal portion
includes a male pin swaging on one side of the pin main body, with a
section on one side of said press-fit portion and a male pin portion
remaining on the opposite side     female connector portion on the other
side of the press-fit zone.                              thereof. 13. A
terminal according to claim 11 -or 12 Claims
10    wherein the male pin section is of square cross- section. 1. An
elongate metal press-fit electrical terminal  14. A method of manufacturing
an electrical comprising an electrical terminal portion for elec-  terminal
as claimed in claim 1, which comprises trical interconnection to another
electrical compo-  engaging a zone of an elongate metal member on nent and
a press-fit portion for engagement with-   is   two opposed sides with
anvil members (B), and in a recess of an element such as a printed circuit
forming the generally H-shaped section by swag- board, said press-fit
portion being of generally H-  ing against said anvil members (B) by
striking the shape in cross-section formed by four compliant     metal
member between a pair of dies (A) fins (10, 10', 12,12') extending
generally parallel  perpendicularly to said two opposed sides, said to the
longitudinal axis of the terminal and inter-   20   dies (A) having
corrugated faces so as to provide connected by a central web (2),
characterised by    the corresponding plurality of parallel corruga- the
two opposed faces of said web being indented    tions on the central web of
the H-shaped section. with a plurality of parallel corrugations, the val-
15. A method according to claim 14 which com- leys of said corrugations
extending transversely    prises initially stamping a plurality of said
elon- to said longitudinal axis.                    25    gate metal
members from a sheet material, said 2. A terminal according to claim 1, and
in-       members being interconnected by a carrier por- cluding a slug of
solder (30) held on at least a    tion (20) for severance only after
installation of portion of each opposed face of said central web    said
terminal in a said recess of an element such (2).
as a printed circuit board. 3. A terminal according to claim 2, wherein
each    30  16. A method according to claim 14 or claim 15 solder slug (30)
is hold on the terminal by co-     for manufacturing an electrical terminal
accord- operating curled-in portions (28) towards one end   ing to claim 2
or any claim dependent thereon, of each of the fins (10, 10', 12, 12').
and including the step of locating a slug of solder 4. A terminal according
to claim 3, wherein the   (30) on at least a portion of each opposed face
of solder slug (30) is pressed into the space between   35   said central
web (2). the curied in portions (28) so that the slug is       17. A method
according to claim 16, wherein deformed to fill the space and abut tightly
the     each slug of solder (30) is located by pressing a corrugations.
generally cylindrical length of solder into the 5. A terminal according to
any one of claims 2 to  space above the portion of each opposed face of 4,
and including a shoulder (24), for co-operation    40   said central web
(2) to deform the solder such that with an applicatortool, on the body
portion (22) of  it fills the space. the terminal remote from the portion
of the central web on which the solder slugs (30) are      Revendications
held. 6. A terminal according to any one of claims 2 to   45  1. Borne
electrique allong6e a fixation par 5, wherein each fin 410, 10', 12, 12')
has a lead-in  pression, en metal, comprenant une partie de area, for the
terminal for insertion into a said    borne electrique destinee a etablir
une connexion recess, at its end adjacent the portion of the      avec un
autre composant electrique, et une partie central web (2) on which the
solder slugs (30) are  de fixation par pression destinee a etre introduite
held.                                         50   dans une cavite d'un
element tel qu'une plaque 7. A terminal according to claims 3 and 6,
de circuit imprime, cette partie de fixation ayant wherein the lead-in area
merges with the curled-    une section en forme generale de H, avec quatre
in portion (28).                     ailes (10, 10', 12, 12') associees,
s'etendant dans 8. A terminal according to claim 1, wherein each  lour
ensemble parallelement a l'axe longitudinal fin (10, 10', 12, 12') has at
one end thereof a lead-   66   de Ia borne, et reliees A une ame centrale
(2), in area for the terminal for insertion into a said  caracterisee en ce
que les deux faces opposees de recess.
ladite ame presentent une serie d'ondulations 



9. A terminal according to claim 8, wherein each  paralleles dont les
vallees s'etendent perpendicu- fin (10, 10', 12, 12') has at its other end
a second  lairement audit axe longitudinal. lead-in area for the terminal
for insertion into a    60  2. Borne selon la revendication 1, et compre-
said recess.                                        nant une baguette de
soudure (30) maintenue sur 10. A terminal according to any one of claims 1
au moins une partie de chacune des faces oppo- to 9, wherein the fins (10,
10', 12, 12') extend    sees de ladite ame centrale (2). Perpendicularly
from the edge of said web (2),        3. Borne selon la revendication 2,
caracterisee parallel to one another.                      65   en ce que
chaque baguette de soudure (30) est    9                   0 088 582
10 maintenue sur Ia borne par des parties incurv6es    comprenant
l'obtention pr6alable d'une s6rie d'e- vera l'interieur (28) et coop6rantes
de chacune    -bauches m6talliques along6es par estampage a des ailos (10,
10', 12, 12'), ces parties incurv6es  partir d'une tble, les ebauches etant
reli6es entre *tant situees vers uns extrimite de ces aills.      silos par
une partie porteuse 120) de ladite t6le, 4. Borne selon Ia revendication 3,
carect6risee    5    dont elles ne sont d6tach6es qu'apres miss en on co
zue Is baguette de soudure (30) est press6e   place de Ia borne dons la
cavitd tells qu'une entre les parties incurvies (28), 8i bien qu'elle est
plaque de circuit imprime. deform6e pour remplir l'espace libre et venir on
16. Procede selon Ia revendication 14 ou 15, contact btroit avec les
ondulations.                pour l'obtention d'une borne salon la
revendica- 5. Borne selon l'une quelconque des revendica-   to   tion 2 ou
lune des revendications qui lui soilt tions 2 a 4, et comprenant un
6paulement (24) sur   rattachees, et compronant l'6tape de miss en Ia
partie (22) de la borne qui est 6cartee de la    place d'une baguette de
soudure (30) sur au partie de lime centrals sur laquelle sont main-
moins une partie de chacune des faces oppos6es tenues les baguettes de
soudure 430), cit 6pauls-   do l'ame centrals (2). ment etant destin6 a
coop6rer avec un outil de   75   17. Proc6de selon Ia revendication 16,
caracte- rqiss en place de.s borne.                          rise en ce quo
chaque baguette de soudure (30) 6. Borne selon l'une quelconque des
revendica-    est miss en place par pressage d'une certaine tions 2 a 5,
caract6risee en ce que chaque aile (10,  longueur de baguette de, forms
gdndrale cylin- 10', 12,12') pr6sente une surface de guidage pour   drique
dens l'espace situ6 au-dessus de ladite l'introduction de Ia borne dans
ladite cavite, cette   20   partie de lame centrale (2) afin de d6formor Is
surface de guidage etant adjacente & la partie de   soudure pour Jul faire
remplir cot espace. I'ime centrals (2) sur laquelle les cordons de soudure
(30) sont maintenus.                        Patentansprmche 7. Borne solon
Jos revendications 3 et 6, carac- t6ris6e en ce quo la surface de guidage
se racorde   25  1. Linglicher, metallischer und dutch Ein- a Ia partie
invurv6e vers l'interieur (28).         pressen zu befestigender
elektrischer AnschluB, 8. Bornp solon la revendication 1, caracterisee
der sin elektrisches AnschluBteil fMr die elek- en ce que chaque ails (10,
10', 12, 12') presente a  trische Zwischonverbindung mit einer weiteren une
de ses extrdmites une surface de guidage        elektrischen Komponente und
einen PreBsitzteil pour l'introduction de la borne dens ladite cavite.   30
aufweist, der in Eingriff mit einer Ausnehmung in 9. Sorne selon la
revendication 8, caract6ris6e   einem Element, wie einer gedruckten
Schaltungs- en ce que cheque ails (10, 10', 12, 12') pr6sente a  platte,
bringbar ist, wobei der PreSsitzabschnitt son autre extr6mite une seconds
surface de gui-    im Querschnitt im allgemeinen H-formig ausge- dage pour
l'introdyction de la borne dans ladite    bildet ist und von vier
nachgiebigen Rippen (10, cavitd.                                       3s
10', 12, 12') gebildet wird, die sich im allgemeinen 10. Bome  solon  l'une
quelconque  des           parallel zur LAngsachse des Anschlusses erstrek-
revendications 1 a 9, caract6ris6e en ci quo les    ken und die durch sinen
Mittelsteg (2) verbunden ailes (10, 10', 12, 12') s'6tendent
perpendiculaire-  sind, dadurch gekennzeichnet, daM die beiden mont h I'ame
12), a partir des bords de celle-ci, et  gegeniberliegenden Flichen des
Stegs mit einer perallilement entre elles.                    4o   Mehrzahl
von parallelen Wellungen versehen 11. Borne  solon  l'une  quelconque  des
sind, wobei die Tiler der Wellungen sich in Quer- revendications 1 a 10,
caracteris6se en ce que      richtung zur Lingsachse erstrecken. lsdite
borne 6lectrique comprend une section         2. AnschluG nach Anspruch 1,
dedurch gekenn- format fiche mile.
zeichnet, daB or sine Lotperle (30) enthilt, die 12. Borne solon Is
revendication 1 1, carac-   45   wenigstens an einem  Tell der gogenuber-
t6ris6e en co quo ladite borne electrique com-      liegenden Flache des
Mittelstegs (2) festgehalten prend une section formant fiche mile d'un c6te
ist. de la partis a fixation par pression et une partie    3. AnschluB nach
Anspruch 2, dadurch gekenn- forment connecteur femelle de l'autre cote.
zoichnet, dag jede Lotperle (30) auf einem An- 13. Borne selon la
revendication 11 ou 12,   so   schluB durch das Zusammenwirken von ein-
caract6risee en co que la section formant fiche     gerollten Abschnitten
(28) gehalten ist, die in mile est ai section carrse.
Richtung auf ein Ende jeder Rippe (10, 10'. 12, 12') 14. Procede de
fabrication d'une borne electri-   singerollt sind. quo solon la
revendication 1, comprenant los          4. Anschlug nach Anspruch 3,
dadurch gekenn- etapes:                                       55
zeichnet, daB die Lotperle (30) in den Raum 



- disposer une zone d'une ebauche mltallique      zwischen den eingerollten
Abschnitten (28) Singe- allongee en contact sur deux cot6s opposls avec
preBt wird, so dal die Perle verformt wird, urn des pieces d'enclume (B),
et                        den Raum euszufullen und in dichte Anlageber0h- -
obtenir Is section en forms generale de H par   rung mit den Wellungen zu
kommen. refoulement du metal entre deux poingons (A)   80     5. Anschluo
nach sinem der AnsprOche 2 bis 4, perpendiculairement A ces deux c6tes
opposees,      dadurch gekennzeichnet, daB sine Schulter (24) lesdits
poingons (A) ayant des faces cannel6es de   auf dem Hauptk6rper (22) des
Anschlusses von faqon a creer lesdites ondulations sur I'ame con-   dem
Abs~hnitt des Mittelstegs entfernt vorge- trale de la partie b section en
H.                  sehen ,st, auf dem die Lotperlen (30) festgehalten 15.
Procede selon la revendication 14, et   65   sind, wobei diese Schulter
(24) mit einem    11                 0 088 582                      12
Anbringungswerkzeug zusammenarbeitet.             Anschluses nach Anspruch
1, 'dadurch gekenn. 6. AnschluB nach einem der Anspruche 2 bis 5,
zeichnet, daB eine Zone sines linglichen Metall- dadurch gekennzeichnet,
daB jede Rippe (10, 10',  elements mit AmboBelementen (B) auf zwei 12,12'1
sinen Eing0hrungsbereich zum EinfOhren    gegenuberliegenden Seiten in
Eingriff gebracht des Anschlusses in sine Ausnehmung an seinem  *    wird
und daB der im allgemeinen H-f6rmige Ends in der Nahe des Abschnittes des
Mittel-      Querschnitt durch Stauchen gegen die AmboBe- steages (2) hat,
auf dem die Lotperlen (30) festge-  lemente (B) geformt wird, wobei des
Metall- halten sind.                                      element zwischen
einem Paar von Formwerk- 7. AnschluB nach den AnsprOchen 3 und 6,
zeugen (A) senkrecht auf die beiden gegenober- dadurch gekennzeichnet, daB
der EinfOhrungs-   ye  liegenden Seiten angedrOckt wird, und wobei die
bereich in den eingeroliten Abschnitt (28) Ober-  Formwerkzeuge (A)
gewelite Flachen haben, so geht.
daB man die entsprechende Vielzahl von paralle- 8. AnschluB nach Anspruch
1, dadurch gekenn-    len Wellungen auf dem Mittelsteg des H-fbrmigen
zeichnet, dalB jede Rippe (10, 10', 12, 12') an   Querschnitts erhalt.
einem Ends sinen Einfihrungsbereich zum Ein-   15   15. Verfahren nach
anspruch 14, dadurch ' fihren des Anschlusses in sine Ausnehmung hat.
gekennzeichnet, daB man zu Beginn sine Mehr- 9. AnschluB nach Anspruch 8,
dadurch gekenn-    zahl von linglichen Metallelementen aus einem zeichnet,
daB jede Rippe (10, 10', 12,12') an ihrem  Metallblech ausstanzt, daB die
Elements durch anderen Ends einen zweiten Einfuhrungsbereich     einen
TrAgerabschnitt (20) miteinander ver- fOr das Einfihren des Anschlusses in
sine Aus-   20   bunden sind, der erst nach dem Einbau des rashmung hat.
Anschlusses in sine Ausnehmung sines Ele- 10. Anschlug nach einem der
Anspruche 1 bis 9,  ments, wie einer gsdruckten Schaltungsplatte, dadurch
gekennzsichnet, daB die Rippen (10, 10',  abgetrennt wird. 12, 12') sich
senkrecht von dem Rand des Steges    16. Verfahren nach Anspruch 14 oder
15, zur (2) parallel zueinander erstrecken.         25   Herstellung sines
elektrischen Anschlusses nac*L 11. AntchluB nach einem der AnsprOche I bis
Anspruch 2 oder einem davon abhingigen An- 10, dadurch gekennzeichnet, dao
der elektrische   spruch, dadurch gekennzeichnet, daB ein Schritt
Anschluflteil einen Einsteckstiftteil enthalt.. . -    - - enthalten ist,
bei dem sine Lotperle (30) auf - 12. Anschlull nach Anspruch 11, dadurch
wenigstens einem Abschnitt jeder gegenuber- gskennzeichnst, daB der
elektrische Anschlugteil  30   liegenden Flache des Mittelstegs (2)
plaziert wird. einen Einsteckstiftteil auf einer Seite des PrefsItz- -  17.
Verfahren nach Anspruch 16, dadurch abschnittes und einen
Buchsenverbindungsteil      gekennzeichnet, daB iede Lotperle (30) dadurch
auf der anderen Seite enthalt.            -       plaziert wird, daB sin im
allgemeinen zylin- .13. AnschluB nach Anspruch 11 oder 12, da-     drisches
Lotlingsstuck in sine Form Ober dem durch gekennzeichnet, daB der
Einsteckstiftteil  35   Abschnitt jeder gegenOberliegenden Fl3che des /
onen rechteckigen Querschnitt hat.                Mittelstegs (2)
gepre[err] wird, um das Lot derart zu ; 14. Verfahren zum Herstellen sines
elektrischen  verformen, daB es den Zwischenraum ausfullt. 40 45 50 55 60 5
7    


