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(57) ABSTRACT 
Electrical contacts are produced by welding the ends of 
coated contact wires to strips of springs metal. The welded 
end of each of the wires is severed from the remainder of the 
wire leaving a chisel-ended stud welded to the spring strip. 
This stud is then subjected to a die forming operation to 
produce a shaped contact. 

4 claims, 2 Drawing Figures 
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1. 

METHOD OF FORMING ACONTACT 

This invention relates to electrical contacts for example for 
relays, and to a method of manufacturing such contacts. 

It is common to manufacture small relay contacts by affix 
ing to a strip of spring metal a silver contact. This is usually 
done by piercing a hole in the spring and inserting a small 
silver rivet, the head of which forms the relay contact. Such 
contacts if kept in store for any length of time tend to tarnish 
quickly. One method of preventing this is to protect the con 
tact with a thin coating of gold. 

According to this invention a method of manufacturing an 
electrical contact includes the steps of welding the end of a 
coated contact wire to a strip of spring metal, severing the 
welded end of the wire from the remainder of the wire by 
means of a pair of pinching cutters to leave a chisel-ended stud 
welded to the spring strip and shaping the stud by impact of a 
shaped die to produce a shaped contact. Preferably the wire is 
gold coated silver wire, and the die is dome-shaped. 

It has been found that contacts made by the above method 
have a satisfactory gold coating by virtue of the fact that the 
pinching cutters tend to draw the gold coating on the wire 
across the cut surface and this drawn gold film remains even 
after the die-shaping operation. 
The invention therefore provides a contact consisting of a 

shaped contact body welded to a strip of spring metal, the con 
tact body being covered with a protective film. 
The above mentioned and other features of the invention 

and the manner of attaining them will become more apparent 
and the invention itself will be better understood by reference 
to the following description of an embodiment of the inven 
tion, taken in conjunction with the accompanying drawings, in 
which: 

FIG. 1 is a cross section illustrating the cutting operation in 
the manufacture of a relay contact, and, 
FIG. 2 is a cross section illustrating the finished relay con 

tact. 

In the manufacture of a relay contact according to the in 
vention a length of silver wire 1 (FIG. 1) is butt welded by a 
resistance or capacitor welding operation to a strip of spring 
metal 2. The wire 1 is gold coated, the gold coating 3 being 
continuous. In the welding operation the silver is welded 
directly to the spring 2, there is no gold between the two. The 
gold coating 3 is only in contact with the spring 2 around the 
circumference of the weld. After the wire has been welded to 
the spring a pair of pinching cutters (not shown) are used to 
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2 
sever the welded end 4 of the wire from the supply length. The 
pinching action of the cutters not only leaves a chisel edged 
stud 4 welded to the spring, it also "draws" the gold coating 
from the edge of the cut wire towards the middle 5, or “apex," 
of the cut. 

When the wire has been cut the welded stud 4 is placed 
under a concave dome shaped die (not shown) and coined. 
The result is to cold work the chisel edged stud of FIG. 1 into a 
hemispherical contact 6 (FIG. 2) still welded to the spring 2. 
The punching operation also works the drawn gold coating 7 
and leaves it as a hemispherical coating completely covering 
the contact 6. In fact the flow of metal is such that on the apex 
of the contact the gold covering 7 is verythin whereas towards 
the base of the contact it remains thicker. However, since the 
only function of the gold is to prevent tarnishing the thinness 
of the coating is immaterial. In any case, after one or two elec 
trical operations of the relay the gold film is destroyed; it is not 
designed to withstand normal operation of the contacts. The 
shape of the die can be other than hemispherical provided it is 
not shaped so that it can cause any significant rupturing of the protective coating. 

It is to be understood that the foregoing description of 
specific examples of this invention is made by way of example 
only and is not to be considered as a limitation on its scope. 

I claim: 
1. A method of manufacturing an electrical contact having a 

thin protective covering of another metal on the contact sur 
face, the method including the steps of welding the end of a 
contact wire coated with another metal to a strip of spring 
metal, severing the welded end of the wire from the remainder 
of the wire by forcing a pair of pinching cutters through the 
cross section thereof and contemporaneously drawing a 
covering of said another metal across the severed area during 
the severing process to leave a covered chisel-ended stud 
welded to the spring strip, and shaping the said covered chisel 
ended stud by impacting same with a shaped die to form a con 
tact having a covering of the said other metal over a contoured 
surface. 

2. A method according to claim 1 wherein the coated con 
tact wire is gold coated silver wire and the covering over the 
contoured surface is a covering of gold. 

3. A method according to claim 1 in which the wire is 
welded to the spring strip by resistance welding. 

4. A method according to claim 1 in which the die is dome 
shaped. 

k k k is k 


