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to the metallized layer of the wall in the hole and con- sequently also
lead to an unreliable electrical connec- Background of the invention. It
may cause twisting or shifting during mounting of the terminal in relation
to the desired position. The present invention relates generally to an   5
The requirements for accurate dimensioning be- electrical contact terminal
for press-fit mounting into  come even more critical when the size of the
opening an opening of a substrate such as a circuit board, said  of the
substrate decreases. In practice, it has become terminal having a mounting
section comprising an ob-  evident that the prior art electrical contacts
with long base portion and at least one separately formed  mounting
sections produced by mechanical deforma- flexible metal fin, a longitudinal
midsection of said fin  10  tion such as stamping are inadequate for
smaller hole extending lengthwise in contact with an outside sur-
dimensions unless one is willing to accept a relatively face of said base
portion, a longitudinal free edge of  high waste percentage. It should be
pointed out that said fin extending away from said base portion and
accurate dimensioning of the mounting section is al- defining In relation
to the circumference of said base  ways necessary to achieve the required
firm mechan- portion a space in its longitudinal direction, and said  15
ical mounting and, If applicable, also a reliable elec- fin being narrower
in wide and thickness at one end.  trical connection. Acontactterminal
ofthis type isdisclosed byGer-    Rather than a mounting section of
integrally man Patent Application 3,120,629.                  formed
members deformed through stamping and the Electrical contacts which are
press-fit mounted In  like, U.S. Patent 4,684,203 granted August 4, 1987
plated-through holes of printed circuit boards without  20  discloses an
electrical contact pin wherein one or two need for soldering have become
widely used in the   separate contact springs are attached to one or two
electronics Industry. Such electrical contacts are  lateral surfaces of the
base pin. The mounting section commonly referred to as press-fit terminals.
Specific  of the base pin is flattened by pressing to provide two examples
of such press-fit terminals are the H-shap-  opposite flat surfaces.
Separately formed and out- ed press-fit pin disclosed in U.S. Patent
4,728,164;  25  wardly curved contact springs are then attached to granted
March 1, 1988; the "Bow-Tie" press-fit pin  each flat surface by welding at
least one end of each disclosed in U.S. Patent 4,274,699 granted June 23,
contact spring to the base pin. The contact springs ex- 1981; the "Action
Pin" disclosed in U.S. Patent    tend longitudinally along the length of
the base pin 41 86,982; and the C-press" pin disclosed in U.S. Pa-  and are
outwardly curved or convex so that each is tent 4,017,143 granted April 12,
1977.        30  furthest from the flat lateral surface of the pin at the
U.S. Patent 4,728,164 noted above discloses an  spring's mid-point. The
contact springs are subjected electrical contact pin for mounting in the
plated-  to bending stress as the convex curve is forced by the through
holes of a printed circuit board through com-  hole wall to flatten against
the flat lateral surfaces of pliant press-fit action. The mounting section
has an  the contact pin as the latter is inserted into the printed H-shaped
cross-section which comprises fourcompli-  35  circuit board hole. This
patent discloses that its con- ant fins and a central crossbar. The contact
pin is  tact pin package is designed for holes having a nom- made from
square wire orflat strip material and its H-  inal diameter of 0.889 mm to
1.143 mm, or approxi- shaped mounting section is formed by stamping or
mately the maximum range of conventional printed other suitable mechanical
deformation techniques.  circuit board holes, which typically have a
nominal di- The fins are therefore formed integrally with and are  40
ameter of about 1 mm. ofthe same metal as the crossbar, having been forced
German Patent Application 3,120,629 noted outward or extruded during
stamping.               above, discloses in one embodiment an electrical
U.S. Patent 4,464,009 granted August 7, 1984    contact terminal for
press-fit insertion having a base describes a solderless contact pin
wherein the de-  portion and separately formed flexible fins attached
formable mounting section is M-shaped orW-shaped.  45  to a carrier strip.
The contact terminal is loosely sup- The mounting section Is also formed by
stamping and  ported by part of the fins. In a further embodiment a
consists of two elongated beam members intercon-   sleeve-type fin is
disclosed which substantially sur- nected integrally to one another by a
cross-member.  rounds the base portion at its circumference. The Insertion
and retention of a press-lit terminal in  sleeve is welded at its mid-point
or longitudinal mid- place in a circuit board hole requires very accurate
di-  so  section to the base portion. As disclosed, this contact mensioning
of the mounting section. This is of great  terminal is designed for
insertion into holes having a importance. If the mounting section is too
small com-  diameter of 0.91 mm to 1.09 mm, which complies to pared to the
opening of the substrate, the electrical  conventional printed circuit
board holes typically hav- contact with the metallized wall of a
plated-through  Ing a nominal diameter of about 1 mm. hole may be
unreliable. Also, the retention force ap-  55  By using individually,
separately formed fins, the plied to the wall of the hole to keep the
terminal in  dimensionally inaccurate stamping operation of the place may
not be sufficient. On the other hand, too  production of the fins
integrally with the contact ter- large a mounting section may cause serious
damage  minal Itself Is eliminated. The fins according to Ger- 
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Application 3,120,629 can be produced   tion, the base portion of the
terminal has a substan- with a dimensional accuracy desired for practical
ap-  tially elliptical cross-section, and its outside surface plications by
punching or by a suitable mechanical  is flattened in the area of
contacting the longitudinal machining technique from sheet material.
Further,  midsection of the fin on a side with the largest radius different
metal materials can be used for the terminal   5   of curvature. base
portion and the fins, thus enabling optimisation  When mounting the
terminal in cylindrical open- of the material properties of both during
manufacture  ings, the elliptical cross-section, appropriately dimen- and
use. This Is not possible with many of the termi-  sioned together with the
thickness and width of the nals of the prior art wherein the entire
mounting sec-  fin, has the advantage that In the longitudinal direc- tion
Is integrally formed by a stamping operation.  io  tion of the base
portion, such spaces are provided be- tween thefin and base portion,
thatwhen the terminal Summary of the invention                           is
inserted, the fin is bent downward toward the base portion to fill these
spaces and the mounting section Smaller size holes are becoming more
important  deforms to achieve an almost round cross-section as the density
of printed circuit boards Increase. Many   15  adapted to the shape of the
opening. new connector devices have pitch distances of about    To promote
further the accurate positioning and 1.27 mm with hole diameters of about
0.6 mm. The   dimensioning ofthe contactterminal, the base portion present
invention is designed and Intended for such  Is flattened at least over a
portion of its circumference smaller holes. The need for very accurate
dimension-  on the side where a fin Is attached. The flattened sec- ing of
the mounting section is particularly critical for  20  tion of the base
portion promotes the deformation of such small size holes. It Is especially
important that  the fins as much as possible only near Its longitudinal the
insertion forces be sufficiently low to avoid dam-  edges, which promotes
press-fit action. aging the plated-through metallization in the hole yet
The mounting section may be located at one end the retention forces
sufficiently high to achieve a gas-  of the terminal. When the latter is
pin-shaped, the tight seal and a good electrical connection and to re-  25
mounting section may also be located at a distance tain the contact pin in
the hole without soldering.  from the ends. In either case, the flexible
fin changes The present invention provides an electrical ter-  shape and
deform to the shape of the hole, thereby minal with a contact mounting
section comprised of at  applying a force In the hole wall so to anchor the
con- least one separately formed flexible metal fin which  tact firmly in
place when the mounting section Is in- can be accurately dimensioned for
practical press-fit  30  serted Into the hole. mounting. In
particularforuse with small sized plated-  In a preferred embodiment of an
electrical con- through holes of a printed circuit board for pitch dis-
tact according to the present invention two fins are tances of 1.27 mm or
less.                         secured to said base portion and are
positioned sub- This is accomplished according to the invention in
stantially parallel to each other on opposite sides of that said fin is
soldered or welded to the base portion   35  said base portion, said fins
having substantially the at said one end which is narrower in width and
thick-  same width and thickness. The use of a symmetrically ness, and Is
damped down to the base portion at Its  designed mounting section permits
fins to bend uni- other end.                                         formly
near their longitudinal edges and engage with The tapered or narrowed end
of said at least one  the wall of the opening. This effectively prevents a
fin forms the forward insertion end of the mounting   40  twisting or
eccentric mounting of the contact which is section. In order to disturb as
little as possible the  especially important when the contacts are arranged
shape of the mounting section suitable for insertion of  In a row of a
connector. the contact terminal in an opening of a substrate, said  In an
embodiment of the invention particularly at least one fin is soldered or
welded to the base por-  suitable for mounting In relatively small
openings, the tion at its tapered end. The fin Is simply damped   45
contact is produced from an electrically conductive around the base portion
at its other end. Although the  material having a greater mechanical
strength than fin is attached only to the base portion near its ends,  the
material of the fins. The advantage of this embodi- a construction
sufficiently mechanically firm for  ment resides in that In spite of the
relatively small di- mounting purposes Is obtained. Preferably, the fins
mensions, the contact can be produced with suffi- may be electrically
welded or laserwelded to the base   5o  cient mechanical strength as a
result of a suitable portion.
choice of material so that it does bend or otherwise To minimize damage of
the metallized wall of a  deform when inserted in an opening. On the other
plated-through hole of a printed circuit board, an em-  hand, the fins may
be produced from a material hav- bodiment of the invention provides that
the longitudi-  ing mechanical strength properties which permit their 



nal free edge of the fin is rounded off on the side fac-  55  bending
during the insertion in an opening and thus ing awayfromthe base portion,
i.e. the side facing the  adapted to the specific circumstances. Aspecific
em- hole wall when mounted.                            bodiment of the
invention provides that the main con- In a preferred embodiment of the
present inven-  tact body is formed of brass and the fins of phosphor 3
5                   EP 0 367 309 B1                 6 bronze or an alloy of
beryllium and copper.        contact, plug contactorthe like,
ortheircombinations The present invention also relates to a method for
(not shown). The mounting section 1 can be located making an electrical
contact terminal comprising the  at one end of the contact or between its
ends. steps of mechanically forming an oblong base portion   Starting from
a square wire 2 of electrically con- of said terminal for a distance along
said terminal's   5   ductive material, an oblong base portion 3 having an
length, attaching at least one separately formed flex-  approximately
angular elliptical cross-section Is ibie metal fin to contact an outside
surface of said  formed, for example, by stamping whereby the con- base
portion extending in Its longitudinal direction,  tours are indicated by a
dashed line at the location of said fin being secured to a carrier strip
via a transfer  the desired mounting section 1. The sides of the base edge
and extending in a direction perpendicular to  10  portion 3 with the
largest radius of curvature are flat- said carrier strip and being formed
from the material  tened at least in the center in longitudinal direction
of the carrier strip, narrowing said fin at one end fac-  over a portion of
the circumference. Against these ing away from the carrier strip and
forming said fin to  flattened portions, two Identical oblong flat
rectangu- straddle and contact said outside surface of the base  lar fins 4
are provided running parallel to each other portion, characterized In that
said fin being secured   15  In such a way that the mounting section 1 has
a sym- to the base portion at its narrowed end by soldering  metrical
cross-section. The fins 4 originate from the or welding and secured to said
base portion at Its  carrier strip 5 in the direction perpendicular to the
other end adjacent said carrier strip by damping a  longitudinal edge of
the wire 2. In other words, the flat portion of said fin down to the base
portion, said base  carrier strip 5 provides the flat metal strips from
which portion and at least one fin comprising a mounting   20  the fins are
formed. This material may be purchased section for press-fit mounting of
said contact terminal  from the carrier strip and bent up so as to straddle
op- into an opening of a substrate such as a circuit board.  posite sides
of the base portion 4, thus providing fins The preferred embodiment of this
process pro-   4. vides that said at least one fin is welded to said base
At the end 6 of the base portion 3 located nearthe portion either
electrically or by means of a laser  25  carrier strip 5, the fins 4 are
appropriately damped beam. The fins can be produced economically by
down to the base portion 3. At the other end 7 of the punching from the
material of the carrier strip.   base portion 3, the fins 4 are formed with
reduced When several contacts are to be inserted simul-  thickness,
narrowing down in width as well as in thick- taneously in corresponding
openings of a substrate,  ness towards the base portion for easier
insertion of It is advantageous from a mounting viewpoint to pro-  30  the
mounting section 1 in an opening. In order to vide a carrier strip with
several contacts, each provid-  maintain this shape as much as possible,
the fins 4 ed with a mounting section attached to this carrier  are welded
in place nearthis narrow end 7of the base strip, which is removed only
after the contacts have  portion 3 preferably by means of a laser beam or
elec- been inserted, for example, by breaking off at the  trically. The
fins 4 define in relation to the circumfer- above-mentioned transfer edge.
35  ence of the base portion 3 spaces 8 in Its longitudinal direction. In
order to further facilitate the insertion of Brief Description of the
Drawings                  the contact in an opening to prevent damage to
the wall of the opening as much as possible, the longitu- The invention is
further explained in more detail  dinal edges of the fins 4 are rounded off
on the side by means of preferred embodiment shown in the   40  facing the
wall of the opening and away from the base drawings.
portion 3. The contours of the cross-section of the fins Fig. 1
perspectively shows a view of the mounting  4 are also shown in Fig. I by
the dashed lines. part of an electrical contact element according to  Fig.
2 shows a longitudinal view along line 11-11 of the invention attached to a
carrier strip;     the mounting section shown in Fig. 1. The fins 4 which
Fig. 2 shows a longitudinal view of the mounting   45  are formed, for
example, by punching from a carrier part along line 11-11 in Fig. 1;
strip 5 are still connected to the carrier strip 5 via a Fig. 3 shows a
cross-section of the mounting part  transfer edge 9. The material forming
the fins 4 there- along line 111-111 in Fig. I in which the situation In
fore surround the base portion 3 at its end 6 on three mounted state is
indicated with interrupted lines.  sides, with the transfer edge 9 along
the bottom. 50   Since the fins 4 are damped at the end 6 around the 



Description of the Preferred Embodiment           base portion 3, the
contacts consequently remain at- tached to the carrier strip 5 via bottom
edge 9. From Fig. 1 shows a preferred embodiment of the      a mounting
viewpoint, this is advantageous since sev- press-fit mounting section of an
electrical contact ac-  eral contact elements having a mutual disatnce or
cording to the invention wherein the mounting section   55   pitch
corresponding to the mounting holes in a sub- as a whole is illustrated and
designated with the ref-  strate can then be mounted together
simultaneously erence number 1. The contact may have any shape    while
attached to the carrier strip. known or used in the art such as a pin
contact, bus    Fig. 3 shows a cross-section of the mounting sec- 4    7
EP 0 367 309 B1                  8 tion along the line III-III of Fig. 1.
Dashed lines show  said base portion (3), a longitudinal free edge of the
situation in which the mounting section is ac-      said fin (4) extending
away from said base por- comodated In a cylindrical opening 10 in a
substrate    tion (3) and defining In relation to the circumfer- This
dearly shows the flattening of the base portion       ence of said base
portion (3) a space (8) In Its on the side where the fins are attached and
the need   5  longitudinal direction, and said fin (4) being nar- for the
spaces 8 to accomodate the bent longitudinal    rower in width and
thickness at one end, charac edges ofthefins4formed between the
circumference        terized In that said fin (4) Is soldered or welded to
of the base portion 3 and the f ins 4 in longitudinal di-  the base portion
(3) at said one end which is nar- rection of the base portion 3.
rower in width and thickness, and is damped With the Illustrated
embodiment, contacts can be   io  down to the base portion (3) at its other
end. provided for a reliable and mechanically firm mount- ing in substrate
openings having a diameter in the or-  2. An electrical contact terminal
according to claim der of magnitude of 0.6 mm or less. In mounting con-
1, wherein said longitudinal free edge of said fin tact elements with a
pitch distance of 1.27 mm          (4) Is rounded off on the side facing
away from (0.050") and openings of 0.8 mm (0.024"), square  15    the base
portion (3). wires 0.4 mm wide on a side with fins 0.6 mm wide and having a
thickness of 0.12 mm can be used. Fins  3. An electrical contact terminal
according to claim having such dimensions can readily be produced
I or 2, wherein said base portion (3) has a sub- from rolledsheet material
with a tolerance of only sev-  stantlally elliptical cross-section, and Its
outside eral micrometers. It is extremely difficult to achieve   20
surface is flattened In the area of contacting said such tolerances by
stamping. Quite obviously. both       longitudinal midsection of said fin
(4) on a side larger and smaller dimensions are possible, adapted     with
the largest radius of curvature. to the specific dimensions of the mounting
opening. Since the contact's mounting section comprising  4. An electrical
contact terminal according to any of the square wire and the fins can be
selected of differ-  25  the preceding claims, wherein two fins (4) are se-
ent material, It is possible, in contradistinction with  cured to said base
portion (3) and are positioned currently available press-fit terminals made
from one   substantially parallel to each other on opposite type of
material by stamping, to readily meet special   sides of said base portion
(3), said fins (4) having requirements in relation to electrical and
mechanical   substantially the same width and thickness. properties. A
preferred choice of material is a contact  30 made of brass which provides
for a sufficient mech-  5. An electrical contact terminal according to any
of anical strength and electrical conductivity and fins    the preceding
claims, wherein each fin (4) is made of phosphor bronze or an alloy of
beryllium and    welded to the base portion (3) by electrical or las-
copper which have the desired spring characteristics    er means. and
bending properties for an easy and firm mounting   35 in an opening of a
substrate.                        6. An electrical contact terminal
according to any of The Invention Is not limited to the demonstrated    the
preceding claims, wherein each fin (4) Is and discussed preferred
embodiments but cari be         formed by punching metal material from a
carrier provided in different variations, for example, with     strip (5)
which carries a plurality of said terminals more than two fins disposed
along the circumference   40  connected to said carrier strip (5) via a
transfer of the base portion with fins twisted in longitudinal di-  edge
(9), each terminal provided with said mount- rection in relation to each
other, with a base portion  ing section (1). having a cross-section
deviating from the shown an- gular elliptical shape, etc. The use of square
wires as  7. An electrical contact terminal according to any of a starting
material of course is not a necessity and   45  the preceding claims,
wherein said base portion neither is the provision of the contact mounted
on a    (3) is formed from a first electrically conductive 



carrier strip.                                          material and each
fin (4) is formed from a second electrically conductive material, and said
first material has greater mechanical strength than Claims
50      said second material. 1   An electrical contact terminal for
press-fit mount-  8. An electrical contact terminal according to claim ing
into an opening of a substrate such as a circuit  7, wherein said first
material is brass and said board, said terminal having a mounting section
second material Is either phosphor bronze or an (1) comprising an oblong
base portion (3) and at  55  alloy of beryllium and copper. least one
separately formed flexible metal fin (4), a longitudinal midsection of said
fin (4) extending  9. A method for making an electrical contact termi-
lengthwise in contact with an outside surface of     nal comprising the
steps of mechanically forming    7                   EP 0 367 309 B1
8 tion along the line 111-111 of Fig. 1. Dashed lines show  said base
portion (3), a longitudinal free edge of the situation in which the
mounting section is ac-     said fin (4) extending away from said base por-
comodated in a cylindrical opening 10 In a substrate   tion (3) and
defining In relation to the circumfer- This dearly shows the flattening of
the base portion   ence of said base portion (3) a space (8) in its on the
side where the fins are attached and the need   5  longitudinal direction,
and said fin (4) being nar- for the spaces 8 to accomodate the bent
longitudinal   rower in width and thickness at one end, charac- edges of
the f ins 4 formed between the circumference  terized in that sad fin (4)
is soldered or welded to of the base portion 3 and the fins 4 in
longitudinal di-  the base portion (3) at said one end which Is nar-
rection of the base portion 3.                         rower In width and
thickness, and Is clamped With the illustrated embodiment, contacts can be
10  down to the base portion (3) at its other end. provided for a reliable
and mechanically firm mount- ing in substrate openings having a diameter in
the or-  2. An electrical contact terminal according to claim der of
magnitude of 0.8 mm or less. In mounting con-   1, wherein said
longitudinal free edge of said fin tact elements with a pitch distance of
1.27 mm         (4) is rounded off on the side facing away from (0.050")
and openings of .0.6 mm (0.024"), square  15  the base portion (3). wires
0.4 mm wide on a side with fins 0.6 mm wide and having a thickness of 0.12
mm can be used. Fins  3. An electrical contact terminal according to claim
having such dimensions can readily be produced         1 or 2, wherein said
base portion (3) has a sub- from rolled sheet material with a tolerance of
only sev-  stantially elliptical cross-section, and Its outside eral
micrometers. It is extremely difficult to achieve   20  surface is
flattened in the area of contacting said such tolerances by stamping. Quite
obviously. both     longitudinal midsection of said fin (4) on a side
larger and smaller dimensions are possible, adapted    with the largest
radius of curvature. to the specific dimensions of the mounting opening.
Since the contact's mounting section comprising  4. An electrical contact
terminal according to any of the square wire and the fins can be selected
of differ-  25  the preceding claims, wherein two fins (4) are se- ent
material, it is possible, in contradistinction with  cured to said base
portion (3) and are positioned currently available press-fit terminals made
from one  substantially parallel to each other on opposite type of material
by stamping, to readily meet special  sides of said base portion (3), said
fins (4) having requirements in relation to electrical and mechanical
substantially the same width and thickness. properties. A preferred choice
of material is a contact  30 made of brass which provides for a sufficient
mech-  5. An electrical contact terminal according to any of anical
strength and electrical conductivity and fins   the preceding claims,
wherein each fin (4) is made of phosphor bronze or an alloy of beryllium
and   welded to the base portion (3) by electrical or las- copper which
have the desired spring characteristics   er means. and bending properties
for an easy and firm mounting   35 in an opening of a substrate.
6. An electrical contact terminal according to any of The invention is not
limited to the demonstrated    the preceding claims, wherein each fin (4)
Is and discussed preferred embodiments but can be         formed by
punching metal material from a carrier provided in different variations,
for example, with    strip (5) which carries a plurality of said terminals
more than two fins disposed along the circumference   40  connected to said
carrier strip (5) via a transfer of the base portion with fins twisted in
longitudinal di-  edge (9), each terminal provided with said mount- rection
in relation to each other, with a base portion  ing section (1). having a
cross-section deviating from the shown an- gular elliptical shape, etc. The
use of square wires as  7. An electrical contact terminal according to any
of 



a starting material of course is not a necessity and   45  the preceding
claims, wherein said base portion neither is the provision of the contact
mounted on a   (3) is formed from a first electrically conductive carrier
strip.                                         material and each fin (4) is
formed from a second electrically conductive material, and said first
material has greater mechanical strength than Claims
50      said second material. I  An electrical contact terminal for
press-fit mount-  8. An electrical contact terminal according to claim ing
into an opening of a substrate such as a circuit  7, wherein said first
material is brass and said board, said terminal having a mounting section
second material is either phosphor bronze or an (1) comprising an oblong
base portion (3) and at  55  alloy of beryllium and copper. least one
separately formed flexible metal fin (4), a longitudinal midsection of said
fin (4) extending  9. A method for making an electrical contact termi-
lengthwise in contact with an outside surface of    nal comprising the
steps of mechanically forming 5    I11
11111 1111 9                   EP 0 367309 B1                   10 an
oblong base portion (3) of said terminal for a  3. Elektrischer
Kontaktanschlu(err) nach Anspruch 1 distance along said terminal's length,
attaching at  oder 2, bei dem der Basisabschnitt (3) einen im least one
separately formed flexible metal fin (4)  wesentlichen elliptischen
Querschnitt hat und to contact an outside surface ofsaid base portion
dessen Au(err)enfl(err)che an dem Bereich der Kon- (3) extending in its
longitudinal direction, said fin   s  taktgabe mit der l(err)ngs
verlaufenden Mittensektl- (4) being secured to a carrier strip (5) via a
trans-  on der Flosse (4) auf elner Seite mit dem gr(err)ten fer edge (9)
and extending in a direction perpen-    Kr(err)mmungsradius abgeflacht ist.
dicular to said carrier strip (5) and being formed from the material of the
carrier strip (5), narrow-  4. Elektrischer Kontaktanschlu(err) nach
irgendeinem Ing said fin (4) at one end facing away from the   10  der
vorhergehenden Anspr(err)che, bel dem zwel carrier strip(5) andforming said
fin (4) to straddle  Flossen (4) an dem Basisabschnitt (3) befestigt and
contactsaid outside surface of the base por-    sind und im wesentlichen
parallel zuelnander auf tion (3), characterized in that said fin (4) being
se-  gegen(err)berliegenden Selten des Basisabschnitts cured to the base
portion (3) at its narrowed end   (3) positioniert sind, wobel die Flossen
(4) im we- by soldering or welding and secured to said base   15
sentlichen die gleiche Weite und Dicke haben. portion (3) at its other end
adjacent said carrier strip (5) by damping a portion of said fin (4) down
5. Elektrischer Kontaktanschlu(err) nach irgendeinem to the base portion
(3), said base portion (3) and  der vorhergehenden Anspr(err)che, bel dam
jede at least one fin (4) comprising a mounting section   Flosse (4) an den
Basisabschnitt (3) mit Hilfe el- (1) for press-fit mounting of said contact
terminal  20  ner elektrischen Einrichtung oder elner Lasereln- into an
opening of a substrate such as a circuit    richtung angeschwel(err)t Ist.
board. 6. Elektrischer Kontaktanschlu(err) nach irgendeinem 10. A method
according to claim 9, wherein said at      der vorhergehenden
Anspr(err)che, bel dem jede least one fin (4) is welded to said base
portion (3)  25  Flosse (4) durch Stanzen von Metallmaterlal aus either
electrically or by means of a laser beam.    einem Tr(err)gerstreifen (5)
hergestellt ist, der eine Vieizahl der Anschl(err)sse tr(err)gt, die mit
dem Tr- gerstreifen (5) (err)ber eine (err)bertragungskante (9)
Patentanspruche                                         verbunden sind,
wobei jeder Anschlu(err) mit der Be- 30      festigungssektion (1)
ausgestattet ist 1. Elektrischer Kontaktanschlu(err) fOr eine Pre(err)sitz-
Befestigung in einer (err)ffnung sines Substrats wie  7. Elektrischer
Kontaktanschlu(err) nach irgendelnem beispleisweise elner Leiterplatte,
wobei der An-    der vorhergehenden Anspr(err)che, bel dem der Ba-
schlu(err) sine Befestigungssektion (1) mit einem       sisabschnitt (3)
aus einem ersten elektrisch lei- linglichen Basisabschnitt (3) und
wenigstens ei-  35  tenden Material hergestellt ist und jede Flosse (4) ner
getrennt hergestellten flexiblen Metallflosse.   aus einem zweiten
elektrisch leitenden Material (4) aufweist, wobel sich sine l(err)ngs
verlaufende      hergestellt ist und wobei das erste Material eine
Mittensektion der Flosse (4) In L(err)ngsrichtung In    gr(err)ere
mechanische Festigkeit als das zweite Kontakt mit einer Aussenfl(err)che
des Basisab-          Material hat. schnitts (3) erstreckt, eine l(err)ngs
verlaufende   40 



freie Kante der Flosse (4) sich von dem Basisab-  8. Elektrischer
Kontaktanschlu(err) nach Anspruch 7, schnitt (3) weg erstreckt und in
Relation zum Um-    bei dem das erste Material Messing Ist und das fang des
Basisabschnitts (3) einen Raum (8) In       zweite Material entweder
Phosphorbronze oder dessen L(err)ngsrichtung definiert und wobei die
sine Legierung aus Beryllium und Kupfer ist. Flosse (4) an einem Ende
schmaler in der Weite  45 und der Dicke ist,
9. Verfahren zur Herstellung sines elektrischen dadurch gekennzelchnet,
da(err) die Flosse (4) an        Kon- taktanschluSes, mit den Schritten
elner me- den Basisabschnitt (3) an dem einen Ends ange-       chanischen
Verformung sines l(err)nglichen Basis- l(err)tet oder angeschwei(err)t ist,
welches die schma-      abschnitts (3) des Anschlu(err)es Ober einen Ab-
lere Welts und Dicke besitzt, und an ihrem ande-  50  stand entlang der
Anschlu(err)nge hinweg, befe- ren Ende nach unten zu auf den Basisabschnitt
stigen von wenigstens einer getrennt hergestell- (3) angeidemmt ist.
ten flexiblen Metallflosse (4), urn sine Kontaktie- rung mit der
Aussenfl(err)che des Basisabschnitts 2. Elektrischer Kontaktanschlull(err)
nach Anspruch 1,      (3) vorzusehen, welches sich in dessen L(err)ngs- bei
dem die l(err)ngs verlaufende freie Kante der  55   richtung erstreckt,
wobei die Flosse (4) an sinem Flosse (4) auf der Selte abgerundet Ist, die
von    Tr(err)gerstrelfen (5) (err)ber sine Obertragungskante dem
Basisabschnitt (3) wegweist.                    (9) befestigt ist und sich
In einer Richtung sank- recht zu dem Tr(err)gerstreifen (5) erstreckt und
aus 6    dem Material des Tr(err)gerstreifens (5) hergestellt  (err)tant
aplatie sur l'alre ven ant en contact avec la- wird, verj(err)ngen der
Flosse (4) an einem Ende,    dite section m(err)diane longitudinale de
ladite ailet- welches von dem Tr(err)gerstreifen (5) weg weist      to (4)
sur une face pr(err)sentant le plus grand rayon und verformen der Flosse
(4) derart, da(err) sle ritt-  de courbure. lings auf der
Au(err)enoberfl(err)che des Basisab-   5 schnitts (3) aufsitzt und Kontakt
mit diesem hat,  4. Une broche de contact (err)lectrique selon l'une
dadurch gekennzelchnet, da(err) die Flosse (4) an     quelconque des
revendlcations pr(err)c(err)dentes, dem Baslsabschnitt (3) an deren
verj(err)ngtem En-    dans laquelle deuxallettes (4) sontfix(err)es A
ladite de durch L(err)ten oder Schwe(err)en befestlgt wird      partie
debase (3) etsontdispos(err)esdefa(err)onsen- und an ihrem anderen Ende an
dem Basisab-  10     siblement parall(err)le 'une A l'autre sur des faces
schnitt (3) nahe dem Tr(err)gerstrelfen (5) durch ein  oppos(err)es de
ladite partle de base (3), lesdites al- nach unten erfolgendes;Anklemmen
elnes Ab-        lettes (4) pr(err)sentant sensiblement la m(err)me lar-
schnitts der Flosse (4) an den Basisabschnitt (3)  geur et la m(err)me
(err)paisseur. befestigt wird, wobel der Basisabschnitt (3) und wenigstens
elne Flosse (4) elnen Befestigungs-  15  5. Une broche de contact
(err)lectrlque selon l'une sektlon (1) besltzen, um elne
Pre(err)sitz-Befestl-   quelconque des revendicatlons pr(err)c(err)dentes,
gung des Kontaktanschlu(err)es In elner (err)ffnung el-   dans laquelle
chaque allette (4) est soud(err)e (err) la nes Substrates einer
Leiterplatte vorzunehmen.    partie de base (3) par des moyens
(err)lectriques ou des moyens laser. 10. Verfahren nach Anspruch 9, In
welchem die we-  20 nigstens eine Flosse (4) an den Basisabschnitt  6. Une
broche de contact (err)lectrique selon l'une (3) entweder elektrisch oder
mit Hilfe eines La-  quelconque des revendications pr(err)c(err)dentes,
serstrahls angeschwei(err)t wird.                    dans laquelle chaque
ailette (4) est form(err)e par d(err)coupage du mat(err)riau m(err)tallique
d'une bande 25      de support (5) qui porte une pluralit(err)desdites
Rovendications                                       broches relies A
ladite bande de support (5) par un bord de transfert (9), chaque broche
(err)tant mu- 1. Une broche de contact (err)lectrique pour montage      nle
de ladite section de montage (1). par pressage A force dans une ouverture
d'un substrat telle qu'une plaquette de circuit impri-  30  7. Une broche
de contact (err)lctrique selon l'une m(err)e, ladite broche pr(err)sentant
une section de       quelconque des revendications pr(err)c(err)dentes,
montage (1) comprenant une partie de base         dans laquelle ladite
partle de base (3) est form(err)e oblongue (3) et au moins une allette (4)
m(err)talli-  A partir d'un premier mat(err)riau (err)lectriquement que
flexible form(err)e s(err)par(err)ment, une section m(err)-   conducteur et
chaque allette (4) est form(err)e A par- diane longitudinale de ladite
ailette (4) s'(err)tendant  35  tir d'un second mat(err)riau
(err)lectriquement conduc- dans le sens de la longueur en contact avec une
tour, et ledit premier mat(err)riau pr(err)sente une plus surface
ext(err)rieure de ladite partie de base (3), un  grande resistance
m(err)canique que ledit second 



bord longitudinal libre de ladite ailette (4) s'(err)ten-  mat(err)riau.
dant A distance de ladite partie de base (3) et d(err)- finissant en
relation avec la drconf(err)rence de la-  40  8. Une broche de contact
(err)lectrique selon la reven- dite partie de base (3) un espace (8) dans
sa di-  dication 7, dans laquelle ledit premier mat(err)riaux rection
longitudinale, et ladite ailette (4) (err)tant  est le laiton et ledit
second mat(err)riau est soit le plus (err)troite en largeur et en
(err)paisseur (err) l'une de  bronze phosphoreux, soit un alliage de
b(err)ryllium ses extr(err)mit(err)s, caract(err)risee en ce que ladite ai-
ou de culvre. lette (4) est bras(err)e ou soud(err)e (err) la partie de
base  45 (3) A ladite extr(err)mit(err) qui est plus (err)troite en lar-
9. Un proc(err)d(err) pour r(err)aliser une broche de contact geur et en
(err)palsseur, et est plaqu(err)e sur la partie  (err)lectrique comprenant
les (err)tapes consistant A de la base (3) A son autre extr(err)mit(err).
formerm(err)caniquementune partie de base oblon- gue (3) de ladite broche
sur une certaine distance 2. Une broche de contact (err)lectrique selon la
reven-  50  le long de la longueur de ladite broche, A fixer au dication 1,
dans laquelle ledit bord libre longitudi-  moins une ailette m(err)tallique
flexible (4) formee nal de ladite ailette (4) est arrondi du c(err)t(err)
situ(err)  s(err)par(err)ment pour venir en contact avec une sur- en face
et A distance de la partie de base (3).   face ext(err)rieure de ladite
partle de base (3) s'(err)ten- dent dans sa direction longitudinale, ladite
ailette 3. Une broche de contact (err)lectrique selon la reven-  55  (4)
(err)tant flx(err)e A une bande de support (5) via un dication 1 ou 2, dans
laquelle ladite partie de   bord de transfert (9) et s'(err)tendant dans
une direc- base (3) pr(err)sente une section transversale sen-   tion
perpendiculaire A ladite bande de support (5) 7    13                  EP 0
367 309 B1                 14 de support (5), (err) r(err)tr(err)cir ladite
alette (4) A une extr(err)mit(err) situ(err)e en face et A distance de la
bande de support (5) et (err) former ladite allette (4) pour qu'elle
chevauche ladite surface ext(err)rieure de la partie de base (3) etvienne
en contact avec cette   5 surface, caract(err)ris(err)e en ce que l'on fixe
ladite ai- lette (4) A la partle de base (3), A son extr(err)mit(err)
r(err)tr(err)cie, par brasage ou soudage et on la fixe (err) ladite partie
de base (3) (err) son autre extr(err)mit(err) ad- jacente (err) ladite
bande de support(5) en plaquant    10 une partie de ladite allette (4) sur
la partie de base (3), ladite partle de l~ase (3) et au moins une allette
(4) comprenant une section de montage (1) pour le montage par pressage de
ladite broche de contact dans une ouverture d'un substrat telle  15 qu'une
plaquette de circuit imprim(err). 10. Un proc6d6 selon la revendication 9,
dans lequel ladite au moins une ailette (4) est soud(err)e (err) ladite
partie de base (3) soit (err)lectriquement soft au   20 moyen d'un rayon
laser. 25 30 35 40 45 50 55 8    


