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an electrical terminal of this type and attempts a sol- ution to the
problem of forming such a terminal. That The present invention relates to a
method for   patent discloses a method in which the contact arms forming a
terminal suitable for close spacing in an  connected to opposed legs of a
contact structure are electrical connector.                          5
initially formed In the east-west orientation with the Close contact
spacings and high circuit densities  arms initially in planes perpendicular
to the stock. A are desirable In modern electrical connection sys-  slot in
the terminal between the contact section and tems, including systems for
connecting printed circuit  the horizontal terminal base permits the
contact sec- board conductors to conductors of other boards or  tion with
the contact arms to be formed and then dis- conductors of cables of various
types. Acommon way  10  placed or rotated ninety degrees to reposition the
of making such connections is to use an electrical  contact arms in the
north-south orientation. This connector including an insulating housing
with a row  method has a serious disadvantage because the slot or rows of
cavities containing stamped and formed  is essential to performing the
method. The slot weak- terminals having U-shaped contact sections for con-
ens the completed terminal, making it fragile and sus- tacting closely
spaced electrical conductors. One   15  ceptible to bending during
subsequent handling, for known contact section Includes opposed flexible
con-  example when it is inserted into a connector housing. tact arms
defined on the legs of a U-shaped contact   Among the objects of the
present invention are to section for mating with a row or rows of pins or
posts  provide an improved method for making an electrical carried by a
printed circuit board or by a mating con-  terminal for close
contactspacings; to provide a meth- nector. By convention in the field of
electrical connec-  20  od in which opposed terminal contact arms can be
lo- tors, the direction of the row is called the east-west di-  cated In a
north-south orientation relative to an east- rection and the perpendicular
direction between rows  west oriented carrier strip while preserving the is
called the north-south direction.               strength of the terminal:
to provide a method which If the spacing between posts along the row Is
avoids weakening the terminal with a slot or similar small, for example
0,127 cm (0.050 Inch), there is not  25  structure: to provide a method
that Is an improvement enough room between posts to position the contact
over the method disclosed in US-A-4,784,623: and to sections with the legs
oriented in the east-west direc-  provide a method of making a terminal
that over- tion. In one type of contact array, the distance be-  comes
disadvantages of methods employed in the tween rows in the north-south
direction is larger than  past. the east-west contact spacing, and the
opposed legs   30  The present invention is a method according to of the
contact structure can be positioned in a north-  claim 1 and a terminal
according to claim 8. south orientation to take advantage of the additional
The present Invention together with the above space. However, this leads to
difficulty in forming the  and otherobjects and advantages may best be
under- terminal.                                          stood from the
following detailed description of the The terminals are typically made by
progressive   35  embodiment of the invention illustrated in the draw-
stamping and forming operations from a strip or web  ings, wherein: of
planar sheet metal stock. At the conclusion of the  FIG. 1 Is a fragmentary
end view of an electrical stamping and forming operations, the individual
connector including electrical terminals formed formed terminals are
connected to a carrier strip lying  by the method of the present invention;
in the plane of and extending in the direction of the   40  FIG. 2 is a
side view partly in section along the length of the stock. This permits the
terminals to be  line 2-2 of FIG. 1 and on an enlarged scale illus- handed
as a collation rather than as loose parts for  trating one of the
electrical terminals mounted further operations such as plating, assembly
into      within the electrical connector housing; housings, termination to
other conductors and the      FIG. 3 is a fragmentary plan view of a
stamped like. Forefficlent manufacturing and assemblyproce-  45  sheet
metal blank subsequently formed to make dures, the carrier strip, and thus
the plane of the    the terminal of FIG. 2 in accordance with the stock,
should be In the east-west orientation.         method of the present
invention; A problem arises when the opposed legs of the      FIG. 4 is a
perspective view of the terminal at an contact section are in the
north-south orientation     intermediate point during the method of the
pres- while the stock is in the east-west orientation because  50  ent
invention; conventional and relativelysimple forming operations   FIG. 5
isa plan view of the partlyformed terminal cannot be used to form the
contact arms. The difficul-  of FIG. 4; and ty is due to the fact that one
of the legs overhangs the  FIG. 6 is a perspective view of the term of FIG.
4 plane of the stock. Undesirably complex forming        at a subsequent
point during the method of the steps are required when known methods are
used to  55  present invention. form and position an overhanging contact
element       Referring now to the drawings, FIGS. 1 and 2 il- 



that Is spaced from the plane of the stock.        lustrate an electrical
connector generally designated US-A-4,784,623 (= WO-A-88/07 773) discloses
as 10 including a housing assembly 12 and a number 2    3
EP 0 420 454 B1                     4 of electrical terminals 14
manufactured by the meth-  south direction. As best seen in FIG. 1, the
contact od of the present invention. The principles of the pres-
centerline spacing Is larger in the north-south direc- ent invention may be
employed in the manufacture of  tion than in the east-west direction.
electrical terminals of many different types and such  For optimum
functioning of the contact structure terminals may be employed in
electrical connectors of   5   32, It is desirable that the leg portions 36
and 38 as many differenttypes. In the illustrated embodimentof  well as the
contact arms 40 and 42 be spaced apart the invention, the electrical
connector 10 is a dual row  or oriented in the north-south direction having
the horizontal board-to-board connector.               larger spacing. This
orientation is best seen in FIG. 2. Housing assembly 12 includes a molded
plastic  If the contact structures of the terminals 14 were ori- housing 16
within which are defined numerous cavi-  10  ented in the east-west
direction, the size of the con- ties 18 each receiving one of the terminals
14. Amold-  tact structures would be severely restricted and the ed plastic
tall guide 20 is assembled with the housing  performance of the contact
structures would be de- 16. Each terminal 14 includes a rear contact pin
por-  creased. tion 22 extending downwardly through an alignment     A
preferred embodiment of the method of the opening 24 In the tail guide 20.
Positioning posts 26   15  present invention employed in the manufacture of
an of housing 16 are received in holes in a printed circuit  electrical
terminal 14 is illustrated in FIGS. 3-6. Ter- board (not shown) for
mounting connector 10 in a se-  minals 14 are made from a flat, planar web
or strip of lected position in which pin contacts 22 are connected  sheet
metal stock by progressive die tooling in a ser- by soldering to conductive
circuit paths on the circuit  ies of stamping and forming operations. A
completed board.                                        20  terminal 14 as
it exists atthe conclusion of the stamp- Cavities 18 communicate with a
front wall 28 of  ing and forming operations is illustrated in FIG. 6.
housing 16 through pin receiving openings 30. In a     The completed
terminal Includes the forward typical board-to-board interconnection
installation of  contact structure 32, the rearward pin contact struc- the
connector 10, conductive pins are received     ture 22 and an intermediate
terminal base portion 44. through openings 30 and make electrical contacts
25  A guide flange 46 extends from one side of the base with the terminals
14. These conductive pins (not  portion 44 and a pair of guide tabs 48 are
defined at shown) may, for example, be connected to conductive  the
opposite edge of the base portion 44. An addition- paths on a second
printed circuit board or may be as-  al pair of short guide tabs 50 are
defined on the edge sociated with an electrical connector that mates with
of guide flange 46 flanking a formed guide finger 52. the connector 10.
30   Flange 46, tabs 48 and 50 and finger 52 cooperate Aforward contact
structure 32 Is defined oneach  with base 44 in guiding terminal 14 into
cavity 18 and terminal 14 for making contact with a mated pin ter-  holding
it in position. minal. As best seen in FIGS. 2 and 6, the forward con-  In
order to facilitate automated assembly of elec- tact structure is generally
U-shaped with a bight por-  trical connector 10, terminal 14 is connected
to a car- tion 34 and a spaced apart pair of opposed leg por-  35  rier
strip 54 lying in the plane of the stock from which tions 36 and 38.
Flexible contact arms 40 and 42 ex-  the terminal is made by the method of
the invention. tend respectively from the leg portions 36 and 38.  Strip 54
Includes a series of indexing openings 56 for When a pin or post terminal
is Inserted through an  positioning terminal 14 during subsequent assembly
opening 30 into cavity 18, the arms 40 and 42 are  operations. Base portion
44 is connected to strip 54 flexed apart to provide an intimate wiping
electrical  40  by a connecting arm 58 having a first portion 60 ex-
contact between terminal 14 and the inserted pin.  tending in the axial
direction of the terminal and a sec- Connector 10 provides a dense
connector cen-    ond portion 62 extending transverse to the terminal
terline contact spacing. Terminals 14 are arrayed in a  axis. Although not
seen in the drawings, a number of pair of spaced apart rows. In the
illustrated embodi-  terminals 14 may be formed along the length of carrier
ment of the invention, the spacing between terminal  45  strip 54. In
automated assembly of terminals 14 into centerlines in each row is 0.127 cm
(0.050 inch). A  electrical connector 10, it Is desirable that the carrier
larger spacing of 0.254 cm (0.100 inch) is provided  strip run in
thedirection of the terminal rows, the east- between the pair of rows. The
length of the rows and  west direction. With this arrangement, a large
number the number of rows may be varied in accordance with  of terminals 14
can be handled simultaneously. requirements of the interconnection system,
and ter-  50  As a result of the fact that the carrier strip 54 lies 



minals made in accordance with the present invention  in the plane of the
stock and extends in the east-west can be used with other contact
centerline spacings  direction in combination with the fact that the legs
36 and other types of connectors.                     and 38 and arms 40
and 42 are oriented in the north- By custom and usage in the electrical
connector  south direction, the leg 38 and the arm 42 are gener- art, the
direction along each row of contacts (the hor-  55  ally parallel to and
spaced from the plane of the stock izontal direction in FIG. 1) is referred
to as the east-  In the completely formed terminal of FIG. 6. The pres-
west direction. The transverse direction between the  ent invention
provides a  way to manufacture this contact rows (vertical in FIG. 1) is
called the north-  overhanging configuration without extremely com- 3    5
EP 0 420 454 B1                 6 plex progressive die operations and
without undesir-  factured using the method of the present invention Is
ably weakening the terminal 14.                   detectably different from
a terminal manufactured in In carrying out the method of the present inven-
accordance with the prior art because examination of tion and as seen in
FIG. 3, a blank 64 is defined by  the material of the terminal reveals
whether or not a stamping or blanking the planar sheet metal stock. At   5
bend has been made in the terminal and subsequent- this point in the
method, all of the elements of terminal  ly flattened in order to rotate
the contact structure 32. 14 in an incipient form are defined in blank 64.
All of  Automated assembly procedures are preferably these elements are in
the plane of the stock prior to  used to load the terminal as seen in FIG.
6 Into the subsequent forming operations.                    housing
assembly 12 of the electrical connector 10. FIGS. 4 and 5 illustrate an
Intermediate point in  10  In the course of this operation, the pin contact
por- the method. Comparing FIGS. 4 and 5 with FIG. 3, it  tions 22 are bent
and received in the alignment open- can be seen that at this intermediate
stage the ele-  Ings 24 of the tail guide 20. ments of the terminal 14 have
been formed but that the terminal is not in its final orientation relative
to the carrier strip 56 and the plane of the stock. The final  15  Claims
shape has been imparted to contact arms 40 and 42 and elements 36,38,44,22
and 52 have been formed  1. A method of stamping and forming planar sheet
up generally perpendicular to the plane of the stock.  metal stockto make
an electrical terminal (14) in- These forming operations are not difficult
or complex  cluding the following structure: because at this point in the
manufacture none of the   20  a terminal base portion (44) lying generally
structure of the terminal 14 overhangs the plane of  in the plane of the
stock; and the stock. An aperture or window 65 is formed in the       a
generally U-shaped contact section (32) blank 64 in the region where the
leg portion 36 and  connected to the terminal base portion (44) and base
portion 44 are formed up from the bight portion  Including a bight portion
(34) and a pair of op- 34 and guide flange 46. The window permits this re-
25  posed and spaced apart leg portions (36, 38) ex- gion to be formed with
moderate force and without    tending from the bight portion (34), the
bight por- cracking or weakening the terminal.                  tion (34)
lying generally perpendicular to the In understanding the method of the
present in-    plane of the stock a first of the leg portions (36) vention
it should be noted that at this intermediate  lying generally in the plane
of the stock and a seo- stage, the terminal base 44 is integral and
continuous  30  ond of the leg portions (38) lying generally paral- with
leg 36 of contact structure 32 and that the base  lel to and spaced from
the plane of the stock; 44 and leg 36 are perpendicular to the plane of the
said method comprising the following stock. Bight portion 34 of contact
structure 32 as well  steps: as flange 46 are maintained in the plane of
the stock      stamping the stock to define a terminal along with the
connecting arm 58 and carrier strip 54.  35  blank including the terminal
base portion (44), This intermediate configuration Is achieved by form-
bight portion (34) and leg portions (36, 38) all ly- ing a ninety degree
bend 66 (FIG. 4) in the connecting  ing generally in the plane of the
stock; arm 58 and specifically at the end of the transverse       forming
the blank to make the contact sec- portion 62 adjacent the terminal base
44.            tion (32) by leaving the bight portion (34) gener- FIG. 6
illustrates the final orientation of the ele-  40  ally in the plane of the
stock, moving the first leg ments of the terminal 14 relative to the plane
of the  portion (36) and at least part of the base portion stock and to the
carrier strip 54 and connecting arm  (44) to a position generally
perpendicular to the 58. Here the terminal base 44 and leg 36 are in the
plane of the stock and moving the second leg por- plane of the stock, the
bight portion 34 and flange 46  tion (38) to a position generally
perpendicular to 



are perpendicular to the plane of the stock and the leg  45  the plane of
the stock and spaced from the first 38 is parallel to and spaced from the
plane of the   leg portion (36); and stock. Comparing FIG. 6 with FIGS. 4
and 5, It can be      rotating the contact section by returning seen that
the contact section 34 along with the other  the base portion (44)
generally to the plane of the elements of the terminal 14 have been rotated
ninety  stock. degrees. In accordance with the method of the pres-  50 ent
invention, this rotation is accomplished by reform-  2. A method as claimed
in claim 1 characterised in ing and flattening the bend 66 that exists at
an inter-  that the electrical terminal (14) further includes a mediate
stage of the method.                         carrier strip (54) lying
generally In the planw of the A terminal having a configuration similar to
that  stock and wherein said stamping step includes of FIG. 6 could be
manufactured with complex and ex-  55  defining the carrier strip (54) in
the blank. pensive forming operations. The method of the pres- ent
invention provides advantages In simplicity and  3. A method as claimed in
claim 2 characterised in costs savings. A terminal such as terminal 14
manu-  that the terminal (14) includes a connecting por- 4    5
EP 0 420 454 B1                6 plex progressive die operations and
without undesir-  factured using the method of the present invention is
ably weakening the terminal 14.                    detectably different
from a terminal manufactured in In carrying out the method of the present
inven-  accordance with the prior art because examination of tion and as
seen in FIG. 3, a blank 64 is defined by  the material of the terminal
reveals whether or not a stamping or blanking the planar sheet metal stock.
At  5   bend has been made in the terminal and subsequent- this point in
the method, all of the elements of terminal  ly flattened in orderto rotate
the contact structure 32. 14 in an incipient form are defined in blank 64.
All of  Automated assembly procedures are preferably these elements are in
the plane of the stock prior to  used to load the terminal as seen in FIG.
6 into the subsequent forming operations.                     housing
assembly 12 of the electrical connector 10. FIGS. 4 and 5 illustrate an
intermediate point In  10  In the course of this operation, the pin contact
por- the method. Comparing FIGS. 4 and 5 with FIG. 3, it  tions 22 are bent
and received in the alignment open- can be seen that at this intermediate
stage the ele-  ings 24 of the tail guide 20. ments of the terminal 14 have
been formed but that the terminal Is not in its final orientation relative
to the carrier strip 56 and the plane of the stock. The final  15   Claims
shape has been imparted to contact arms 40 and 42 and elements 36,38,44,22
and 52 have been formed   1. A method of stamping and forming planar sheet
up generally perpendicular to the plane of the stock.  metal stock to make
an electrical terminal (14) in- These forming operations are not
difficultor complex  cluding the following structure: because at this point
in the manufacture none of the   20  a terminal base portion (44) lying
generally structure of the terminal 14 overhangs the plane of  in the plane
of the stock; and the stock. An aperture or window 65 is formed in the
a generally U-shaped contact section (32) blank 64 in the region where the
leg portion 36 and   connected to the terminal base portion (44) and base
portion 44 are formed up from the bight portion  including a bight portion
(34) and a pair of op- 34 and guide flange 46. The window permits this re-
25  posed and spaced apart leg portions (36,38) ex- gion to be formed with
moderate force and without     tending from the bight portion (34), the
bight por- cracking or weakening the terminal.                  tion (34)
lying generally perpendicular to the In understanding the method of the
present in-    plane of the stock, a first of the leg portions (36) vention
it should be noted that at this Intermediate  lying generally in the plane
of the stock and a sec- stage, the terminal base 44 is integral and
continuous  30  ond of the leg portions (38) lying generally paral- with
leg 36 of contact structure 32 and that the base  lel to and spaced from
the plane of the stock; 44 and leg 36 are perpendicular to the plane of the
said method comprising the following stock. Bight portion 34 of contact
structure 32 as well  steps: as flange 46 are maintained in the plane of
the stock       stamping the stock to define a terminal along with the
connecting arm 58 and carrier strip 54.  35  blank including the terminal
base portion (44), This Intermediate configuration is achieved by form-
bight portion (34) and leg portions (36, 38) all ly- ing a ninety degree
bend 66 (FIG. 4) in the connecting  ing generally in the plane of the
stock; arm 58 and specifically at the end of the transverse       forming
the blank to make the contact sec- 



portion 62 adjacent the terminal base 44.            tion (32) by leaving
the bight portion (34) gener- FIG. 6 illustrates the final orientation of
the ele-  40  ally in the plane of the stock, moving the first leg ments of
the terminal 14 relative to the plane of the  portion (36) and at least
part of the base portion stock and to the carrier strip 54 and connecting
arm  (44) to a position generally perpendicular to the 58. Here the
terminal base 44 and leg 36 are in the   plane of the stock and moving the
second leg por- plane of the stock, the bight portion 34 and flange 46
tion (38) to a position generally perpendicular to are perpendicular to the
plane of the stock and the leg  45  the plane of the stock and spaced from
the first 38 is parallel to and spaced from the plane of the   leg portion
(36); and stock. Comparing FIG. 6 with FIGS. 4 and 5, it can be
rotating the contact section by returning seen that the contact section 34
along with the other  the base portion (44) generally to the plane of the
elements of the terminal 14 have been rotated ninety  stock. degrees. In
accordance with the method of the pres-  50 ent invention, this rotation is
accomplished by reform-  2. A method as claimed in claim 1 characterised in
ing and flattening the bend 66 that exists at an inter-  that the
electrical terminal (14) further includes a mediate stage of the method.
carrier strip (54) lying generally in the plane of the A terminal having a
configuration similar to that  stock and wherein said stamping step
includes of FIG. 6 could be manufactured with complex and ex-  55  defining
the carrier strip (54) in the blank. pensive forming operations. The method
of the pres- ent invention provides advantages in simplicity and  3. A
method as claimed in claim 2 characterised in costs savings. A terminal
such as terminal 14 manu-   that the terminal (14) includes a connecting
por- 4    7                   EP 0 420 454 B1                    8 tion
(58) extending between the carrier strip (54)  rials llegt, eln
erstbrderSchenkelbereiche (36) Im and the terminal base portion (44) and
said form-  allgemeinen In der Ebene des Ausgangsmateri- Ing step includes
making a bend (66) in the blank  als liegt und ein zweiter der
Schenkelbereiche adjacent the connecting portion (58).             (38) im
aligemelnen parallel zu und im Abstand 5      von der Ebene des
Ausgangsmaterials verlauft, 4. A method as claimed in claim 3 characterlsed
in         wobei das Verfahren die folgenden Schrit- that said rotating
step includes flattening the   to umfaft das Ausgangsmaterial wird zur Bil-
bend (66).                                        dung eines
Anschlulzuschnitts mit dem An- schlulbasistail (44), dem Zwischenberelch
(34) 5. A method as claimed in claim 3 characterised in  10  und den
Schenkelbereichen (3B,38), samtlich im that the bend (66) is made at an end
of the con-   allgemeinen In der Ebene des Ausgangsmateri- necting portion
(58).                             als liegend, gestanzt, der Zuschnitt wird
zur Herstellung des 6. A method as claimed in claim 1 wherein said
Kontaktabschnitts (32) geformt, indem der Zwi- forming step includes moving
the entire base por-  15  schenberelch (34) im allgemelnen in der Ebene
tion (44).                                         des Ausgangsmaterals
belassen wird, der erste Schenkelbereich (36) und zumindest ain Tell des
7.- A method as claimed in claim 1 further compris-   Baslsbereichs (44) in
eane Stellung alligemein ing forming a resilient contact arm (40, 42) con-
senkrecht zur Ebene des Ausgangsmaterials und nected to each leg portion
(36, 38).      20      der zweite Schenkelberelch (38) in esine Stellung
allgemein senkrecht zur Ebene des Ausgangs- 8. An electrical terminal (14)
comprising a terminal  materials und Im Abstand zum ersten Schenkel- base
portion (44) lying generally in the plane of  berelch (36) bewegt wird, und
the stock and a generally U-shaped contact sec-         der
Kontaktabschnitt gedreht wird, Indem .tion (32) connected to the terminal
base portion   25  der Basisberelch (44) allgemein zur Ebene des (44) and
including a bight portion (34) and a pair  Ausgangamaterials zurfckgedreht
wird. of opposed and spaced apart leg portions (36, 38) extending from the
bight portion (34), the  2. Verfahren nach Anspruch 1, dadurch gekenn-
bight portion (34) lying generally perpendicular to  zeichnet, daa der
elktrische AnschluB (14) far- the plane of the stock and each leg portion
(36,  3o  nor elnen Tragerstreifen (54) aufweist, der allge- 38) having a
resiliant cantilevered contact arm   mein in der Ebene des
Ausgangamaterials liegt, (40, 42) connected thereto, a first of the leg
por-  und wobel der Stanzschritt die Bildung des Tra- 



tions (36) lying generally in the plane of the stock,  gerstreifens (54) im
Zuschnitt umfalt. a second of the leg portions (38) lying generally
parallel to and spaced from the plane of the stock,  35  3. Verfahren nach
Anspruch 2, dadurch gekenn- characterised in that the first of said leg
portion  zeichnet, dal. der AnschluB (14) einen sich zwi- (36) forms a
continuous uncut section with said   schen dam Tragerstreifen (54) und dam
An- terminal base portion (44) and one of said contact  schluSbasisberslch
(44) erstreckenden Verbin- arms (40).
dungsbereich (58) aufwelst und der Formungs- 40      schritt das Herstellen
elner Biegung (66) im Zu- schnitt angrenzend an den Verbindungsbereich
PatentansprOche                                       (58) umfait. 1.
Verfahren zum Stanzen und Formen elnes ebe-    4. Verfahren nach Anspruch
3, dadurch gekenn- nen Ausgangsmaterials aus Metallblech zur Her-  45
zeichnet, daBder Drehungsschrittein Flachlegen stellung sines elektrischen
Anschlusses mit dam   der Biegung (66) umfaet. folgenden Aufbau: einem im
allgameinen in der Ebene des     6. Verfahren nach Anspruch 3, dadurch
gekenn- Ausgangematbrials liegenden AnschluBbasisbe-       zeichnet, daB
die Biegung (66) an einem Ends reich (44) und                            50
des Varbindungsbereichs (58) hergestellt wird. einem Kontaktabschnitt (32)
von U-formi- ger Grundgestalt, der mit dem AnschluBbasisbe-  S. Verfahren
nach Anspruch 1, bel dem der For- reich (44) verbunden ist und elnen
Zwischenbe-    mungsschritt ain Bewegen des gesamten Basis- reich (34) sowe
ain Paar gogenfberliegender        bereichs (44) umfalt. und beabstandeter
Schenkelbereiche (36,38)  5S aufwaist, die von dem Zwischenbereich (34)
aus-  7. Verfahren nach Anspruch 1, bei dem ferner sn gehen, wobel der
Zwischenbereich (34) im alige-   mit jedem Schenkelbereich (36,38)
verbundener meinen senkrecht zur Ebene des Ausgangsmate-      elastischer
Kontaktarm (40,42) geformt wird. 5    9                  EP 0 420 454 B1
10   I I!III!  1L1111 IIIM II 8. ElektrischerAnschluB (14), bestehend aus
ehnm     de languette (36) etau moins une partie dela por- aligemein In der
Ebene des Ausgangsmaterials     tion de base (44) vers une position
sensiblemont liegenden Anschlugbasisbereich (44) und einem
perpendiculaire au plan du mat6riau et en depla- Kontaktabschnitt (32) von
U-formlger Grundge-    gant la deuxibme portion en forms de languette
stailt, der mit demAnschlu(basisberelch (44) ver-   5  (38) vers une
position sensiblement perpendicu- bunden istund oinen Zwischenbereich (34)
sowie   laireau plan du mat6riau etespac6ede la premie- sin Pair
gegenOiberliegender und beabstandeter   re portion en forms de languette
(36) ; et Schenkelberelche (36,38) aufweist, die von dem        falre
tourner la section de contact on ra- Zwischenbereich (34) ausgehen, wobei
der Zwi-    menant la portion de base (44) sensibiement schenbereich (34)
im allgemeinen senlkrecht zur  1o  dans le plan du mat6riau. Ebeno des
Ausgangsmaterials liegt und joder Schenkolberelch (36,38) onen mit ihm
verbunde-  2. ProcWd6 salon la revendication 1, caracterise on non
elastiachen  auskragenden  Kontaktarm       ce quo la borne electrique (14)
comprend en ou- (40,42) aufwelst, sin ersbarder Schenkelberelche  tre une
bands de support (54) situes sensible- (36) im aligeminen in der Ebene des
Ausgangs-  15  ment dans le plan du mat6riau, et dane lequel la- materials
liegt und ein zweiterderSchenkelberei-  dite 6tape d'estampage comprend la
d6finition de che (38) im allgemeinen parallel zu und Im Ab-   la bands de
support (54) dane l'6bauche. stand von der Ebene des Ausgangsmaterialsver-
lauft, dadurch gekennzolchnet, daB der erste der  3. Proced6 solon la
revendication 2, caracterise en Schonkelberoiche (36) onen durchgehenden
un-  20  ce quo la borne (14) comprend une portion de geschnittenen
Abschnitt mit dom Anschluibasls-   raccordement (58) s'etendant entre la
bands de bereich (44) und sinem der Kontaktarme (40) bil-  support (54) et
l portion de base de borne (44) det.
et quo ladite etape de formation comprend la r6a- lisation dans l'ebauche
d'une courbure (66) adja- 25     cents A la portion de raccordement (58).
Revendlcatlons 4. Procede solon la revendlcation 3, caracteris6 en 



1. Procde pour d6couper et former un mat6riau en   ce quo ladit etape de
rotation comprend un apla- feuille metallique plane afin de fabriquer une
bor-  tissement de la courbure (66). ne electrique (14) comprenant l.
structure sul-  30 vante:                                        5. Procede
solon Ia revendication 3, caracterise on une portion de base de borne (44)
situee    ce quo ladite courbure (66) est rbalis6e A une ox- en general
dans le plan du mat6iau ; et          tremite de la portion de raccordement
(58). une section de contact en forms generale de U (32) reliee A la
portion de base de borne (44)  35  6. Procedd solon la revendicatbon 1,
dans lequel la- st comprenant une portion en forms d'anse (34)   dit etape
de formage comprend un deplacement dt une paire de portions en forms de
languette   de touts la portion de base (44). (38, 38), en regard et A
distance lNune de l'autre, s'tendant A partir de la portion on forme d'anse
7. Procodd solon la revendication 1, comprenant on (34), Ia portion en
forne d'anse (34) tant sonsi-  4o  outre la formation dune patte 61astique
de blement perpendiculaire au plan du matdriau, une  contact (40,42) reiiee
A chaque portion en forms premiere des portions en forms de langudtte (36)
de languette (36, 38). etant situee sensiblement dans le plan du mate- riau
et une deuxieme des portions en forms de  8. Borne electrique (14)
comprenant une portion de languette (38) etant sensiblement parallele au
45  bass de borne (44) situee sensiblement dans le plan du matdriau et
espacee de lul;              plan du materiau et une section de contact
(32) ledit procde comprenant les Mtapes sui-    sensiblement en forme de U
relieo A la portion de vantes:
base de borne (44) st comprenant une portion en decouper le materlau pour
ddfinir une       forms d'anse (34) s une paire de portions en for- ebauche
de borne comprenant Ia portion de base  5s  me de langudttes (36,38), en
regard etA distance de borne (44), la portion en forms d'anse (34) et
l'une de l'autre, s'dtendant A partir de la portion lea portions en forme
de languettes (36, 38), at-  en forme d'anse (34), la portion en forms
d'anse tu6es toutes sensiblement dans Is plan du mat6-  (34) etant
sensiblement perpendiculaire au plan riau;
du materiau et chaque portion en forms de lan- former lebauche af in de
constituer la seo-   5  guette (36,38) ayant une patte elastique en porte
tion de contact (32) en lalssant la portion en for-  A faux (40,42) qui lui
eat reliee, une premibre des me d'anse (34) sensiblement dane Is plan du
ma-  portions en forms de languette (36) etant situde teriau, en d6plagant
la premibre portion en forme  sensiblement dans le plan du materiau et une
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portions on forms de languette (38) 6tant situ6s sensiblement paralile au
plan du matiriau et espache de lul, caract6rls6e en ce quo la premiere
desdites portions en forms de languette (36) forms une section continue non
5 d6coup6e avec ladite portion de base de borne (44) et Fune desdits pattes
de contact (40). 10 15 20 25 30 35 40 45 50 55 7    


