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Thickness Distribution of the Ag Layer for the Upsetted Ag—Cu Composite Contact

LIAO Dan—pei, ZHAN Yan—ran
(College of Mechanical Engineering and Automation, Fuzhou University, Fuzhou 350108, China)

ABSTRACT: Objective To solve the uneven thickness distribution of the Ag layer for the upsetted Ag—Cu composite relay
contact. Methods Numerical simulation was used to analyze the distribution of effective strain during the process of prefor-
ming and final forming, and the change pattern of the shape of Ag—Cu interface and its influencing factors were also consid-
ered. And then, some measures to improve the thickness uniformity of the Ag layer were proposed from the aspects of pre-
form shape and friction coefficients. Results The preform die shape and the friction between the workpiece and its dies had
a great influence on the forming results. Conclusion It is easy to obtain uniform thickness distribution of the Ag layer after
final forming, when an intermediate value is taken for the half cone angle . It's beneficial to increase the uniformity of
thickness distribution of the Ag layer, if the friction coefficient of Ag—upper die is increased or the friction coefficient of Cu
—lower die is increased.
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