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Prediction of forming accuracy using FEM analysis in slitting process
for connector terminal with micro width
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Abstract : In the electronic products, connector which play a role of board-to-board connection is an essential part. The
manufacture process of this connector involves slitting and bending stage. Recently, manufacturing the connector is
becoming more and more difficult as miniaturization of the electronic products. In this study, FEM analysis was
performed on slitting and bending process for connector terminal with micro width in order to predict the cause of
inaccurate dimension of connector terminal which occurs in actual industrial spot.
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(b) Connector with base and terminal

Fig. 1 Application in electronic products and component
of connector
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Fig. 2 Manufacture process of connector
terminal
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Fig. 3 Shape of shear plane after slitting
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Table 1. Mechanical properties of Phosphor Bronze

Phosphor .

Property Item Bronze Unit

Modulus of Elasticity 110 GPa

Ultimate Tensile Strength 672 MPa
Poisson's Ratio 0.3

Yield Tensile Strength 358 MPa
150

C 1500 MPa
3000
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Fig. 4 Finite element model
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Fig. 5 Chage of deformed shape depending on
Cockroft-Latham coefficient

23. 94 93 A mde] AF

A7)0 aA o 2 HE] C=1500MPa Luf 23k
A 49 HE A4S 4 ek ol Yoz
o] Ao ws AgHor wrlsly] 93] AA
A Azte] A} BlaslAT] AA Ag o 2R
AL Ard o] Hl= roll-overs A ZHHH]

20%E A 3FF 2™, burnish S-S 30%, fracture

G2 50%E AFASFATE burrg 2 9] #R1H
#) ekgiet.

How

o

Fig. 6 Comparison between the shear plane of experiment
and simulation
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Fig. 9 Simulation result of bending process
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(a) Experiment result (b) Simulation result
Fig. 10 Comparison between the deformed shape of experiment and simulation after progressive
slitting process
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