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Hanuuwne psga ZOCTOMHCTB y CILIaBOB ¢ ddhderTom namaTu ¢popmsel (CIIID) cu-
crembl Cu—Al, a “MeHHO, BBICOKOTEMIIEPATYPHOTO MHTEPBAJIa TEPMOYIPYTUX
MapTEHCUTHBIX IIPEeBPAaIlleHnil M OTHOCUTEJHHO HEBBICOKOI CTOMMOCTHU, TI03BO-
JIeT HaZeAThCA HA YBeJWYEHNEe UX IPOMBIIJIEHHOTO N3TOTOBJIEHUS U TEXHU-
YecKOro nIpuMeHeHUd. [109TOMy aKTyaJbHBIM ABJIAETCA UCCIELOBAHVE METAJ-
JorpaduyecKoii CTPYKTYPHI U GYHKIITMOHAIBHBIX XapPaKTEPUCTUK COeIMHEHNI,
TIOJTYYEeHHBIX MMITyJIbCHBIMU MeTOJaMu cBapKu. K TakuM MeTomaM CBapKH OT-
HOCSATCSA KOHJIEHCATOPHAS CBapKa COIIPOTWBJIEHVEM (TOUedHAsd M CTBIKOBAfA) U
IYTOKOHTAKTHAsA yJapHas KOHIeHCATOpHas cBapKa. lcciemoBaHme MUKDPO-
CTPYKTYPHI U MEXaHUYECKUX XapPAKTEePUCTUK II0KA3aJI0, UTO B 3aBUCUMOCTHU OT
YCJIOBU CBAPDKY MOJKHO IIOJIYUYUTh COEIUHEHUA, KaK B TBEPIOM COCTOSHUM, TAK
¥ C yYacTHeM MeTaJslja, 3aKPUCTAIIJIN30BABIIEIOCs B 30HE CBAPUBAHUA. ITO OT-
HOCUTCH KaK K OJHOPOAHBIM COENVHEHUAM, TaK U K COeIUHEHUAM KOHCTDYK-
IIVOHHBIX MaTeprajioB (Mexb, HU3KOYIJIEPOAVICTAS M HePIKaBeIoIas CTaJIMN) C
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CIOIIP cucrembr Cu—Al. PesucromerpruuecKye MCCIAEIOBAHNA CBAPHELIX 00pas-
1I0B, MOJYYEeHHbIX UMOYJbCHBIMUA METOJaM1 CBapKH, IIOKA3aJU MPAaKTUUECKHU
coxpaHeHUe (QYHKIIMOHAIBHBIX XxapaKkTepucTuk CIII® B macce o6pasios. Cre-
JIaH BBIBOJ] O BO3MOJKHOCTH IPUMEHEHUS MMIIYJIbCHBIX METOJOB CBAPKM! MIJIs
coeguuenns COIIP cucrembr Cu—Al KaK B OLHOPOLHOM, TAK U B PA3HOPOIHOM
COUYETAHUY C KOHCTPYKIIMOHHBIMY METAJIJIaMU.

Karouessie cimoBa: cmiaBsl ¢ apdexTom mamaTu Gpopmel, ciaasel Cu—Al, KoH-
JeHcaTOpHAas cBapKa MeTaJlJIOB, TePMOYIIPyroe MapTeHCUTHOe IIpeBpalleHue.

HasagxicTs pany nepesar y crormiB 3 epexTom nam’ati popmu (CEIID) cucremu
Cu—Al, a came, BUCOKOTEMIIEPATYPHOI'O iHTEPBAJIY TEPMOIPYKHIX MAPTEHCHT-
HUX IIEPETBOPEHDb i BiJHOCHO HEBMCOKOI BAPTOCTH, YMOKJIUBJIIOE CIIOAiBaTUCS
Ha 30iJIbIIIeHHs X IPOMMCJI0BOr0 BUTOTOBJIEHHS Ta TEXHIYHOTO BUKOPUCTAHHA.
Tomy akTyaJbHUM € AOCJiAKEHHS MeTajorpa)iuHol CTPYKTypH i QyHKIlioHA-
JIBHUX XapPaKTePUCTUK 3’ €THAHb, OeP:KaHUX iMIYJIbCHUMI METOJaMU 3Bapio-
BaHHA. [lo TaKUX MeTOJ 3BapIOBaHHA BiTHOCATHCA KOHIEHCATOPHE 3BAPIOBAHHA
omopoM (TOYKOBE i CTUKOBE) 1 IYrOKOHTAKTHE yAapHe KOHIeHCATOPHE 3Bapio-
BaHHA. [locaigKeHHA MiKPOCTPYKTYPHU i MeXaHIUHUX BJIACTHUBOCTEN IPOJEMO-
HCTPYBAJO, 1[0 B 3aJIE}KHOCTI BiJi yMOB 3BaploBaHHA MOYKHA OLEPIKATHU CIIOJIY-
YeHHS AK B TBEPAOMY CTaHi, TaK i 3a yuacTioO MeTasy, 3aKPUCTAIi30BAHOTO B
micii 3BapioBamHs. Ile BiZHOCUTBCA AK A0 ONHOPiAHUX 3’€gHAHb, TaK i IO
3’e¢THAHb KOHCTPYKIIMHMX MaTepiAniB (Mifb, HUBBKOBYTJIEIIEBA Ta Heip:KaBili-
Ha crayi) 3 CEII® cucremu Cu—Al. Pesucromerpuuni mociaifkeHHsA 3BapHUX
3pasKiB, OJlepiKaHUX IMIYJIbCHUMHU METOJAMM 3BapPIOBAHHSA, ITOKA3aJM IIPaK-
TUYHO 30eperkenusa GpyHKI[ioHanMbHNX xapaxktepuctuk CEII® y tini spaskis.
3po06JieHO BHCHOBOK IIPO MOXKJIMBOCTiI BUKOPHCTAHHSA IMIYJIBCHUX METO] 3Ba-
poBauuAa a4 3’equanasg CEII® cuctemu Cu—Al AK B ogHOpigHOMY, TaK i B pis-
HOPLZHOMY IIO€SHAHHI 3 KOHCTPYKIiIMHNMY MeTaJIaMu.

Karouosi croBa: citaBu 3 epekTom mmam’Ati popmu, cinasu Cu—Al, Kougenca-
TOPHA 3BapKa MEeTAaJIiB, TEPMOIIPYKHE MAPTEHCUTHE II€PETBOPEHHA.

The presence of a number of advantages of Cu—Al alloys with shape-memory
effect (SMA), namely, a high-temperature range of the thermoelastic marten-
sitic transformations and a relatively low cost, allows us to hope about in-
crease of their industrial fabrication and technical application. Therefore, the
metallographic study of the structure and functional characteristics of the
joints obtained by pulse welding techniques has an actuality. Such techniques
are the condenser resistance welding (spot and butt) and arc-contact percus-
sion condenser welding. As shown in the microstructure and mechanical prop-
erties’ investigations, depending on the welding conditions, joints can be ob-
tained in a solid state or with a crystallized metal in the weld area. That ap-
plies to both the homogeneous joints and the joints of structural materials
(copper, low-carbon and stainless steels) with Cu—Al SMA. Resistometric in-
vestigations of welded samples obtained by pulse welding techniques show the
practical retain of the SMA functional characteristics. As concluded, there is
a possibility of applying pulse welding for joining Cu—Al SMA in homogene-
ous and heterogeneous combinations with structural metals.

Key words: shape-memory alloys, Cu—Al alloys, condenser metal welding,
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thermoelastic martensitic transformation.

(ITonyueno 8 okmadbps 2015 e.)

1. BBEJEHHUE

HemnpepbiBHOE COBEPINIEHCTBOBAHNE M PA3BUTHE HOBBIX TEXHOJIOTHYE-
CKUX IIPOIIECCOB, ITOABJIEHNE HOBBIX BUJOB TeXHUKU, CTPEMJIEHUE K II0-
BBIIIIEHUIO 3((EKTUBHOCTH CYIIECTBYIOIEro obopyaoBaHUsS oOyciias-
JUBAET pacliupeHue 00JacTH MpUMeHeHUa PYHKIIMOHAJIBHBIX MaTepHu-
asioB ¢ adderToM mamMATu Gopmbl. Heranu u3 TaKuUX CIJIaBOB MOTYT
HECTH CUJIOBYIO HATPY3KY KaK CAMOCTOSTEJIbLHBINA JIEMEHT UJIN B COETM-
HEHWU C IPYTroil IeTaabio.

Cmasel ¢ addexrTom mamaTu Gopmbel cucrembl Cu—Al, 6aarozaps
HUB3KOM CTOMMOCTH, UMEIOT IIEPCIEKTUBY TeXHUYECKOT0 IPUMEeHEHUA B
CUCTEeMaxXx aBTOMATHKU TEIIJIOBBIX YCTPOMCTB, KPEIEKHBIX COeqMHEeHUN
3JIEMEHTOB KOHCTPYKIINi, a TaKyKe MHBIX HAarpeBaeMbIX W3AEJIUH, Ipe-
TeplieBas 3HAUYUTEJNbHYIO AedopMaiinio 0e3 MexXaHNUeCKOTO paspylile-
Husa [1]. dna mamésxkHoil paboThl CBAPHBIX MBOEJNN M3 9THUX CILJIABOB
OUYeHb BAKHBLIM SBJSETCSA CUCTEMATHYECKOE M3YUEHUEe BIUAHUSI YCJIO-
BUH CBApKU W FeOMETPHUYECKHX Pa3MeEpPOB CBapMBaeMBbIX OOBEKTOB Ha
CTPYKTYPHBIE 0COOEHHOCTH MaTepuaja, KaKk B 30HE IIIBa, TaAK U 3a €ro
mpeneaaMu, BKJIIOUAs IPOYHOCTHBIE XapPaKTEPUCTUKMW CBapUBAaEMBIX
usnenuii. IIpoBenénnbie paHee uccaemoBaHuA [2] moKasatu HaIEXK-
HOCTHb COEJWHEHUS MeTOJaMH KOHIEeHCATOPHON CBapKU HU3TeIUil U3
ciIaBoB ¢ a(dexkToM mamaTu popmel cuctembl Ti—Ni. CBapenunie Ta-
KHM CIIOCOOOM IIJTACTHHBI M TOHKME ITPOBOJIOKY COXPAHAIMN CBOU (DYHK-
IIMOHAJbHBIE CBOMCTBA 34 IIpeiejiaMi 30HbI TEPMUYECKOT'O BO3IEMCTBUA.
Opuako gaunubie 110 cBapke CIOII® cucremsr Cu—Al mpaKTHYeCKU OTCYT-
CTBYIOT. IlepCIeKTUBHOCTh, MMIIYJILCHBIX MeTOHOB coegumueHusa CIOIID
oIrpeziesnJia BEIOOP KOHAEHCATOPHOI CBAPKY AJIA COeTMHEHUI U3IeIni
pasauunoii popmbel 3 CIII® cucrembr Cu—Al.

2. MATEPHUAJIBI U METOAUKH UCCJETOBAHUN

B KauecTBe 00HEKTOB MCCJIIEMOBAHUS MCIOJb30BAJHN IIPOBOJIOKY AHAa-
metpom 1,0 MM, ¢oabry u mosocy ¢ toamuaamu 0,05 u 0,3 MM, cooT-
BETCTBEHHO, a TaK:Ke MJIACTUHBI TOJIIUHON 8 MM M3 CJIOMKHOJETMPOBaH-
Horo cmiaasa Cu—Al, XuMuyecKMii COCTaB KOTOPOTO IPUBEAEH B Ta0I. 1.
CremyeT OTMETHUTD, UTO BRIOPAHHEINA COCTAaB 00ecIIeurBaeT IIPOABJICHIE,
s(derTa mamMATH Ipu pabounx 3HaueHuUAX Harpesa 1o 350°C, ueMm BbI-
TOJTHO OTJIMYAETCA OT IBOMHBIX CILJIaBOB [3].

HccaemoBanu CTPpyKTypy COeIMHEHWUS IPUBENEHHOTO BLIIIE CIJIaBA
KaK B o0pasiiax M3 OJHOPOJHOTO MeTajljla, Tak M B o0pasiax, CBapeH-
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TABJIAIIA 1. XuMuuecKuii COCTAB MCCJIEIYeMOro CILIaBa B ICXOAHOM COCTOSHI.

TABLE 1. The chemical composition of the investigated alloy in the initial state.

Maccosasa [oJid ajieMeHnTa, %
Ni Co Fe Mn Al Cu
0,162 0,85 0,22 3,79 11,1 83,9

HBIX W3 WCCJEyeMOTO CIJIaBa C OOBIUHBIMM MeTajjaamMu: Meabio M1,
aagromuauem AQ, cranpio Ct.3 1 1X18HIT.

HaxsmécTouHble COeIMHEHNA TJIOCKUX 00pasioB CBAapMBAJIU HA KOH-
nmeuncaropHoit mamuae TKM-17 [4]. Ocoboe BHUMaHUe, YYNUTHIBAS BBICO-
KYIO TeIJIO- W 3JIeKTPOIIPOBOAHOCTL MCHBITHIBAEMOTO MaTepuasa, yie-
JISJIOCH BBIOODPY MaTepuaja 9JeKTPoJa. IKCIePUMEHTRI TOKas3ain, YTO
IPU TOUEYHOU cBapKe (GOJbIM JYUIINHM PE3yJbTAT MOJYUAETC C dJIeK-
TPOJAMMU, WMEIMMU MOJUOJEHOBYIO BCTAaBKY, OTPAHUUYUBAIOIIYIO
TEIJIOOTBOJ OT CBAPUBAEMOTO COeINHEHN A, & IPU CBAPKe MTOJIOCHI MOIK-
HO HCII0JIb30BAaTh OOBIYHEIE [ 5] a1eKTpOAbI M3 m3BecTHOTO cimaBa M311.

IToBepxHOCTE AeTaseil He TpeOoBaJia CIeI[UaJbHOMN MOATOTOBKM, €CJIN
Ha Hel He ObLJIO OKAJTWHBI TTOCJIe TPOKATKH.

OuTuManbHbIe PEKUMbBI TOUEUHOM CBAPKY OTIPEAEAINCH IO Pe3yb-
TaTaM MeXaHWUYeCKUX WCIBITAHWI Ha pacTasKeHne 00pasiioB, M3TOTOB-
JeHHBIX 13 (hoJIbTH, Ha pas3peiBHOMN Mammuae PMY-005-01, a 3 mosocsl
— na mamute P-05 1 mpuBeneHs! B Tad. 2.

O06pasIbl CTHIKOBOM KOHTAKTHOM CBAapKU ITPOBOJIOKMW IIOJYUYMUJIN Ha
JabopaTopHOIl YCTAHOBKE C MCIIOJTH30BAHUEM PA3PSATHOTO TOKAa CYyIep-
KOHZIEHCATOPOB, O0ECTIeYMBAIOIINX IOCTOSHCTBO JJEKTPUUECKUX Xa-
PAKTEPUCTUK 34 BpeMsA CBAPKU. ITO JleJiaeT MPOIECC CBAPKU PAa3PAIOM
CYTEePKOHIEHCATOPOB TOAOOHBIM CBapKe HaA IMOCTOAHHOM ToKe. IIpm
ATOM HET HeOOXOAUMOCTH CTJIAKMBATH MCKAKEHUs TOKA, CBABAHHBIE C
€Tro0 BHEITIPSAMJIEHUEM.

IlepeMeHHBIMY TTapaMeTpPaMu peKMMa ObLIN HANPSKEHWe 3apanKu

TABJINIIA 2. OnrtumasbHBIE PEKVMBI TOYEUHOU KOHIEHCATOPHOIN CBapKU
(hboIbru M JIEHTHI U3 CJIOYKHOJEIrMPOBAHHOrO CcIiaBa Ha ocHoBe Cu—Al ¢ ITID.

TABLE 2. Optimal modes of the spot condenser welding of the Cu—Al SMA
foil and strip.

Emrocts | Hanpaxenue |Koahdunu-| Yucmo |Vcuiue

Oo6paserr KOH/IeHCA-| 3apASKY KOH- | €HT TPaHC- | BUTKOB |CoKATHA,
Topa, MK®| meHcaTopa, B | hopmariuu | xpoccesis H
®oabra d=0,05 mm 200 600 200 140 15

ITonoca 6 =0,30 MM 200 750 150 140 30




MMITYJIBCHASI KOHIEHCATOPHASI CBAPKA CIIJIABOB Cu—Al 1667

KoHgeHcaTopoB (7—-30 B), mpomomxkureabHOCTh, paspaza (2—10 wmc),
yeunua cxkatua (30-50 H). KouTpoab BelIMUYMHBI TOKA W BpeMeHU
Harpesa IIPOBOAMJICA ¢ IOMOINbio ocuusaorpada TDS 2004. KauecTBo
COeTVHEHUS OMpenessaioch M3TOOM cBapHOro obpasma (OZHOPOTHBIX
COeTVHEHU) U pacTa:KeHueM (B TOM UYMCJE W COeIUHEHUI ¢ MemHOI
mpoBoJIoKoit) Ha mamuHe PMVY-0,05-01. KauecTBeHHBIMU CUUTAJINCD
00pasIbl, KOTOphle MpU u3rube paspyliaanuch Ha PACCTOAHUU He MeHee
2—3 MM OT HJIOCKOCTH CTBIKA.

I coeqUHEHU S TPOBOJOKHY C AETANAMU 3aMeTHOM TOJIITUHBI Hanmbo-
Jee Iejecoo0pasHo MpuMeHeHe YAAaPHOM KOHIeHCaTOPHOM cBapKu [5],
KoTopas OJsarogapsa UMIIYJLCHOMY OYTOBOMY paspAny ITO3BOJISET
HATPeTh TOJBKO 30HY OCAIKM, IIPUJIETAIONTYIO K CTHIKY, C OAHOBPEMEH-
HOM OUYMCTKON CBapuWBaeMbIX IIOBEPXHOCTEN M 3alUTON 30HBI CBApPKU
ImapamMmu CoOeqUHAEeMbIX METAJLIOB.

MsmensieMbIME IIapaMeTPaMH PEKMMa CBAPKHU ObLIN €MKOCTHL KOH-
IeHCATOPOB, HaNpAKEHWe WX 3apAIKH, COIPOTUBJIEHNE Pa3PAIHOTO
KOHTYpa, YCUJINEe OCAAKU, AJWHA CBOOOAHOTO XoAa (HAUaJIbHBLIN 3a30D
Me:Ky CBapMBAEMBIMU ITOBEPXHOCTAMM), IMOJAPHOCTh cBapKu. [imma
MIPpUBapPEeHHOI IMPOBOJIOKY He IT03BOJIAJNA MPOBEPATH IIPOYHOCTH COEIH-
HEHUs Ha PaspbiB IpHU pacTskeHuu. IlosToMy ompemeeHune JIydIero
pekuMa IPOBOIMIOCH U3TMOOM coemuHeHnA. OOpasel] CUNTAJICA IIPOU-
HBIM, €CJI M3JIOM IIPOMCXOINJI HA PACCTOAHUU He MeHee IBYX AUaMeT-
POB TPOBOJIOKU (2 MM) OT MecTa cBapKu. MUKPOCTPYKTypa o6pasiioB
M3yyajiach ¢ IIOMOIIBI0 MHTETPUPOBAHHOTO ONTUYECKOTO MUKPOCKOIIA
Iasa paboTel B oTpaxkéHHoM cBete — AXIOVERT 40 MAT. KouTpoasn
xapaxkTepucTuueckux remmuepatyp MII o6pasiioB CI0KHOJIETNPOBAHHO-
ro cmaBa Cu—Al u cBapHBIX COEJUHEHHUI IIPOBOAUJICA H3MEPEHUEM
TEeMIIePATYPHOU 3aBUCUMOCTH 9JIEKTPOCOIIPOTUBJIEHUA.

2.1. KougeHcaTopHada cBApKa CONMPOTUBIIEHUEM

B sT10ii yacTu paboThl MBI PACCMOTPUM JBa TUIIA COeAUHEHMS, IIPUHITU-
OUaJbHO OTJANYAMIIMXCA II0 O00JIACTHM HATpPeBa: TOUEUHYIO CBapPKY
HaXJIECTOUYHBIX COeqUHEHUHA (POJIBTH U II0JIOCHI, a8 TAKIKE CTHIKOBLIE CO-
eIVHEeHNs IPOBOJIOKM. B mepBOM cJiyuae AaBJeHHE, KOTOPOoe IJS BCeX
CII0CO00B KOHTAKTHOM CBApKHN HUTI'PAET IIEePBOCTEIEHHYIO POJb, IIPUJIO-
JKEeHO K BHEIIIHEeH IIOBePXHOCTH COeIWHEHMs, a BO BTOPOM — HEIOoCpe[-
CTBEHHO K CTBIKY. OTO OTJINYME B TeXHHKE IIPOIECCOB OTPaKaeTcsa B
CTPYKTYpP€e 30HbI CBAPUBAEMOCTH.

2.2. ToueuHasa KOHAEHCATOPHAS CBapKa

Merangorpapuueckuii aHAIN3 CTPYKTYPhI 00pas3Ii[oB TOUEUHOH CBApPKU
MaTepuaJia pasaundaoii Toamuubl (50 u 300 MKM) mMOKas3aJ CyIecTBeH-
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HYIO PA3HUILY B THUIIe COeAUHEHNA. Eciu mpu ToOYeuHOoHi cBapKe (hoabru,
yuUuTBIBasg OOJIBIIYIO YIEJIbHYI0 HArpy3Ky MHpPHU CBapKe, COeIUHEHNE
IIPOM3O0IILI0 B TBEPAOM cocTosguuu (puc. 1, a), To Ipu cBapKe IIOJIOCHI
00pas30BBIBAJIOCE JIUTOE AApo (puc. 1, 0).

W3 cpaBHEHUA CTPYKTYPHI LEHTPAJIbHON 30HBI COeINHEHUS U €ro IIe-
pudepuu (puc. 2) BUAHO, UTO MeTaJJI (POJILTHY, UCIOJIb3YEMOH B MCCJIe-
IOBAHUU, MMeJ MCXOOHYI0 KPYIIHO3EPHUCTYIO CTPYKTYPY, KOTOpasi Co-
3majlach B peayJbTaTe OT:KuUra (DOJIBIM B IIpoIlecce €€ M3rOTOBJIEHUS
npoTsaykKoii. OgHaKo, IIPU TOUYEUHO CBapKe B TBEPAOM COCTOSHIMU,
BCJIEZICTBHE MHTEHCHUBHOI'O TEILJIOOTBOJA B 3JEKTPOIbI CBAPOUYHOII Ma-
IIMHBI, IPOIILIA IIePeKPUCTAIN3AIINA METAJJIa B 30He Harpesa ¢ obpa-
30BaHMEM CTOJIOUATHIX KPHUCTAIJINTOB B HAIIPABJICHUY TEILIOOTBOIA.

Puc. 1. MUKPOCTPYKTYypa TOUEUHOr'0 COeTUHEHUA (POoabru Toamuuoi d = 0,05
MM (@) 1 moJiock! ToamuHoi d = 0,3 MM (6).

Fig. 1. Microstructure of spot joint of the foil with thickness 8 = 0.05 mm (a)
and the strip with thickness 8 = 0.3 mm (6).

| 100 MM

Puc. 2. MUKpPOCTPYKTypa 30HBI TOUEUHOI CBapKU (hOJBIU: @ — IeHTpajJbHAasd
YacThb, 6 — OCHOBHOII MEeTaJLII.

Fig. 2. The microstructure of the of spot welding area of the foil: a—the cen-
tral part, 6—base metal.
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2.3. CTEIKOBaq KOHIeHCATOPHAA CBapKa

BremrHuit B1J CTHEIKOBOTO COEeAUMHEHIS IIPOBOJOKK AuamerpoM 1,0 MM
u3 citaBa cuctemMbl Cu—Al mokasas Ha puc. 3.

Kax moxasbiBaer puc. 4, Ipu CTBIKOBOI CBapKe MCCJIEIyeMOro CILia-
Ba, COeIMHEHNE MIPOUCXOIUT B TBEPIOM COCTOSHUM CO CIYUAHBIM (hop-
MUPOBaHMEM OOIUX 3épeH. XapaKTepHON 0COOEHHOCTHI0 MUKPOCTPYK-
TYpPBI BOJIU3Y JUHUU pasfieiia ABJIdeTcAa HaJInunue Y€PTOUeK, KOTOPbIe He
ybupatoTca mIndoBKoii. B oramume oT ToueuHoi cBapku (puc. 2), uc-
XOOHAA CTPYKTypa MeTaJlsla He M3MeHUJIach, TemIo0TBOI B ITaHTOBLIE
CTaJIbHBIE 3AKUMBI IIPU CTHIKOBO# CBapKe 3HAUMTEIbHO MEHbIIIe, UeM B
MeOHbIe 3JIeKTPOALI TOUEUHON MAITUHEI.

CiemyeT OTMeTUTDH, UTO MeTajlIorpauuecKue UCCaeI0BaHuA IIPOBO-
IUJINCH ¢ 00pasiiaMu, BEIAEPIKaBITINMU 3TN0 C M3JI0MOM BHE CTHIKA.

Braromapa mMnyabCcHOMY peXMMY HarpeBa IPU CBapKe paspamoM
KOHIEeHCAaTOPOB, 30HA COeIMHEHUA UMeeT HeGOIBINTYI0 AINHY, U CTPYK-
TypHBI€ U3MEHeHNA, O0HapyKeHHbIe ITPY NUCCJIeJOBAHUM, He BIUAIOT Ha
(pYHKIIMOHAJIbLHBIE CBOMCTBA CIIJIaBa C MaMATHIO (DOPMBI.

B o6pasmax Toamuuoil & = 0,05 MM, HanboJee UyBCTBUTEILHEIX K
HarpeBaHUIO, ObLJIA MCCAeI0OBaHA 3aBUCUMOCTD 3JIEKTPOCOIIPOTUBIEHU S
OT TeMIIepaTyphbl B COCTOAHMY Iiepe]] CBApKOU 1 MocJje Heé. Y CcTaHOBJIe-
HO, UTO B MeTaJjlje, KOTOPLIH IIpU CBapKe He MOABEPTajicsad TePMUUECKO-
MYy BO3JIEHCTBUIO, U3MEHEeHNe IIapaMeTPOB MAapTEeHCHUTHOTO IIpeBpalle-
Husa He Habaogaercd (puc. 5, a). B61muau 30HBI TEPMUUECKOTO BIUAHUS
(Ha paccToauuu 3—5 MM) HaOJIIOJaeTCs HEKOTOPOe IIOBLIIIIEHNE TeMIIe-
paTyphsl KOHIIa MapTeHCUTHOTO IIpeBpalnenusa (puc. 5, 0). Hemocpen-

Puc. 3. CTeIKOBOE coenHeHre TPOBOJIOKY fuamMmeTpom 1,0 Mmm.

Fig. 3. Butt joint of the wire with a diameter of 1.0 mm.
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Puc. 4. MukpocTpyKTypa cCoeIMHEHU IIPOBOJIOK fuamerpom 1,0 MM us cryaBa
Cu—Al, mosryueHHOro CTHIKOBOM KOHAEHCATOPHOM CBAPKO.

Fig. 4. Microstructure of the joint of Cu—Al wires with a diameter of 1.0 mm,
obtained by a butt condenser welding.

CTBEHHO HCCJIeJIOBaTh 30HY CBapKU Ha Hajamuwe u mapamerpbl MII He
IpeAcTaBisdgeTCA BOSMOMKHBIM, BBUY €€ MaJIOT'0 pasMepa.

PesucromMerpus CTHIKOBBIX COeIWHEHUN TaKike IIOKasaja, UTO B Iie-
pudepuiiHO 30HE CThIKa M3MEHEeHMEe TeMIepaTypbl MAapTEeHCHTHOTO
IIpeBpaIIeHns He Habrogaerc.

T T ] | ‘f 7 T y
I ! i | | 1
As = 10°C 7 | | /at|=80°C ‘ | Z\\ 1 tooc
iiil;/f \: B As = 10°C
1 o | w
LA Ly ||/\/ an 4
TR REANIRRIEN4
| i/ | I [ Mf = 30°
[ T | | % /
_ aro ' . | = 25°C
wogel ||| Nt |
160 100 60 20020 60 100 140 160 -100-60 20 0 20 60 100 140
Temmeparypa, °C Temnepatypa, °C
a 0

Puc. 5. 3aBucuMOCTS 3JIEKTPOCOIIPOTUBIEHUA 00PA3I0B OT TEMIIEPATYPHI: & —
BHE 30HBI TEPMUYECKOTO BO3IEUCTBUA, 6 — BOJIM3U 30HLI TEPMHUYECKOTO BO3-
IelicTBUSA CBapKU.

Fig. 5. Temperature dependence of the samples’ resistivity: a—outside the
heat affected zone, 6—near the welding heat affected zone.
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2.4. CBapka nyroBbIM pa3paaoM KOHIEHCATOPOB

Uccaenopanu T-obpasHble COeTUHEHNI IPOBOJOKU U ILIACTUHBI, IIOJY-
YeHHBLIE METOAOM YAAPHOI KOHAeHCaTOpHOI cBapKu. IIpu strom CIOIID
cucrembl Cu—Al, yuacTByda B IIpoIiecce B KauecTBe OJHOI'0 U3 DJIEKTPO-
IOB Oyru, uMeJ Jubo ¢opmy mpoBosoku (J 1,0 MMm), 160 IIACTUHBI
rToaiuHoMi d = 8 MM. CoefHEHNA BHIMOJHAINCH KAK B OMHOPOIHOM CO-
yeTaHUN METAaJIJIOB, TAK M C MCIOJb30BAHNEM KOHCTPYKIIMOHHBIX MaTe-
pHraJioB.

2.5. CBapka MpoOBOJIOKH U IJIACTHUHBI U3 CIOKHOJIETHPOBAHHOTO CIIJIABA
Ha ocaose Cu—Al

IIpu coeguHeHMM IPOBOJIOKM M ILJIACTUHLI M3 CJIOKHOJETHPOBAHHOIO
cmiasa Ha ocHOBe Cu—Al B COCTOSHMM IIOCTABKU COEIMHEHNE Pa3pyIla-
JIOCh TIO CTHIKY. 3yueHne CTPYKTYPHI TAKOTO coeauHenud (puc. 6) mo-
Kasajio, uTO, HeCMOTPsA Ha OOpaTHYIO HOJIPHOCTL CBapKu (aHOIHOE
OATHO AyTU ¢ 00Jee BEICOKNM TEILJIOBBIJeJIeHIIeM HAXOAUJIACh HA TOPIle
IIPOBOJIOKH), Ha IJIACTUHKE BLIMJIABJIAJICA TNIYOOKUH KpaTep, IPEemsaT-
CTBYIOIIUI YAAJEHWIO PACILIABJIEHHOTO MeTaJjia U3 30HEI cThiKa. C Ie-
JIBIO YMEHBbIIIeHNA KOHIEHTPAIINN 3HEPIruu 6]:1.71 HUCIIOJIB30BaH M3BECT-
HBIY IPUEM [5] MCKYCCTBEHHOTO ITOBBIIIIEHN A CEUEHUA TPOBOJIOKHY B 30HE
npuBapuBauusg. Ha pucyske 6 mokasaHbI TaKNe COeIMHEHNA.
BciencTBue HegocTaTOUHOM OCagKM IJIaSKON IMPOBOJOKU B 30HE CTHI-
Ka OCTaéTcA TOHKHUU CJOH 3aKPHUCTAJJIN30BAHHOTO MeTaJjljaa, YTO HOJ-
TBEp:KIaeT U3yUeHre MUKPOCTPYKTYPHI (puc.7, a). Coemunenue paspy-

' 50RM

a 0
Puc. 6. CTpyKkTypa coequHeHnaA IpoBoaoku (J 1,0 Mmm) ¢ muacTunoii (8 = 8 MMm)
6e3 yroJienusa (a) u ¢ yToJineHneM (6) IpuBapuBaeMoro KOHIA TPOBOJIOKH.

Fig. 6. The structure of the joint of the wire (& 1.0 mm) with a plate (6 =8 mm)
without thickening (a) and with the thickening (6) of the welded wire end.
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Puc. 7. CTpyKTypa 30HBI CTHIKA COEINHEHNS C ILIACTUHOM (& = 8 MM) IPOBOJIOKH
(2 1,0 mm) 6e3 yroatienus (a) U ¢ IpeABapuUTeIbHOI ocankoii (6).

Fig. 7. The joint zone structure of the plate (6 = 8 mm) and wire (& 1.0 mm)
connection without thickening (a) and with a preliminary upset (6).

IIaeTcs IO STOMY CJIOI0, MMEIOIEeMy, pasyMeeTcs, HeOOJBIIYIO IIPoY-
HOCTH. B TO »Ke BpeMsdA Ipu cBapKe ¢ IpeJBapUTEIbHBIM YBeINUYEHUEM
ILIOILIAAY TOPIA IIPOBOJIOKH, 0JIarofaps CHUMKEHHUIO ILJIOTHOCTHA TOKA U
BO3MOXKHOCTHU IIPHUJIOKUTE 00JIbIIIee YCUJINE OCANKM, YAAJIOCH IIOJYUYUTD
coeTfuHeHUWEe B TBEPHOU (aze (puc.7?, 6). HecmoTpsa Ha TO, UTO B 30HE
CTHIKA OCTAJIACH JIMHUA pasfgeiia MeXXIy COeIUHAEeMbIMU MeTAJJIaMH,
yBeJHUUYeHNe IIJIOIAAN CThIKA II03BOJIMJIO CO3IaTh IIPOYHOE COeINHEHIE.

Oco0eHHOCTRIO CILIABOB HA MEIHOM OCHOBE SABJIseTCA 0O0JILIIIOE 3ePHO,
ecJIM MeTaJlJI IIOoCJie OTJIMBKU He ObLJ 00paboTaH IPOTIMKKOM MJIMU IPO-
KaTKO#. ITO, KaK M3BECTHO, BHIZBIBAET €I'0 MOBBIIIEHHYIO XPYIKOCTD.
Hawub6osiee 9peKTUBHBIM CIIOCOOOM M3MeIbUYEeHU 3€PHA ABJISIETCH CKO-
poctHOoe oxJaaskaenue [6]. [Ipu ymapHoil KoHIEeHCATOPHOM cBapKe, T'Ie
BpeMsA Harpesa He IpPeBHIIIaeT 1 MC, CKOPOCTb OXJIAMKAEHUA JOCTUTAET
10°°C/c [5]. Takue yca0BUS IPUBOAAT K U3MeJbUeHHIO 3ePHA IIPOBOJIO-
KU ¥ IJIACTUHLI B 30HE TePMUUYECKOTr0 BAUAHUA (pPUC. 8), UTO YIyUIIIaeT
IJIaCTUYHOCTL MeTaJijia B 3TOoil 30He. BmecTe ¢ TeM, IPOTAKEHHOCTD
9TOI1 30HBLI HE3HAUMWTEIbHA W HE BJINAET Ha CBOMCTBA M3AEJHUA CO CBap-
HBIM CO€JMIHEHUEeM.

2.6. CBapka IpPOBOJIOKH U3 CJOKHOJETHPOBAHHOTO CIIIaBa HA OCHOBE
Cu—Al ¢ pa3HOPOIHBIMHU METAIIaAMU

B xauecTBe KOHCTPYKIIMOHHBIX METAJJIOB IJIA CBAPKM CO CJIOKHOJIETH-
POBaHHBIM cIIaBOM Ha ocHoBe Cu—Al GbLIu BHIOPAHBI HU3KOYTJIEPOIH-
cTas CTallb, Hep:KaBelolasd CTajlb, MeIb 1 AIIOMUHNY. BBLIIN NCIIBITAHBI
coequHeHUusd, rae ciias ¢ 1P Onla B Buge MpoBoJaoKu auamerpom 0,8
MM, a Uy:KepPOJIHbIe MeTaJlJIbl — B BHUJe ILJIACTUH TOJIIMUHON 3 MM, a
TaKksKe COeTMHEHUA, B KOTOPHIX MPOBOJIOKA 13 UYKEePOIHBIX METAJJIOB
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Puc. 8. MukpocTpyKTypa OCHOBHOTO METAJIJIa IIPOBOJIOKH A0 (@) U ImocJjie yaap-
HOI KOHAEHCATOPHO# mpuBapku (0).

Fig. 8. The base metal microstructure of the wire before (a) and after the per-
cussion condenser welding (6).

Puc. 9. MuKpoCcTpyKTypa COeAMHEeHUS IPOBOJOKU U3 CJIOYKHOJETrnPOBAHHOI'O
cmtaBa Ha ocHoBe Cu—Al ¢ miracTuHOM 13 HU3KOYTJIEPOIUCTOM CTAIN.

Fig. 9. Microstructure of the joint of Cu—Al SMA wire with a low-carbon steel
plate.

IIPYBAapPUBAJIACD K ILJIACTHUHE U3 CJI0KHOJErMPOBAHHOr0 CIIJIaBa HA OCHO-
Be Cu—Al ToumuHo 8 MM B IUTOM cocTOssHMUU. Ilepen cBapKoil ToBepX-
HOCTB IIJIACTUHEI (DPE3ePOBAJIH C I[eJIbI0 OUNCTKY 1 BEHIPABHUBAHUSI.
Merannorpapuueckue mucciaemoBanusa ncxoguoro COIIP u CIIID B
COEIMHEHNN IIOKA3bIBAeT BJIMUAHNE TEPMUUYECKOTO BO3AEHCTBUA HA
ctpyKTypy cmaaBa Cu—Al (puc. 9). IIpoBosoKa B COCTOSHUU IIOCTABKU
nuMeeT KpymnHoe 3epHOo (puc. 9, a), HO moa BAUSHUEM TepMOMeXaHude-
CKOTO IMKJAa yIapHON KOHIEHCATOPHOII CBapKM, 3epHO M3MeJbuaeTcs,
IIJIACTUYHOCTHh METAaJLJIa IIOBBIIIAETCA, M IIO9TOMY H3JIOM IIPpU 1/13r1/16e
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IIPOUCXOIUT II0 IPOBOJIOKE TaM, T'Jle BIUAHNE CBAPOUYHOT'O HArpeBa yiKe
He oIyInaerca. To MOKas3bIBaeT, UTO UMITYJIbCHBIN HATPeB IIPU CBapKe
He TOJLKO He YXYAIIAaeT CTPYKTYPY CILJIaBa, a, Hao00poT, YIYUIIIaeT ero
MeXaHMYeCKHe CBOMCTBa, COXpaHAA, KaK IoKasaja Pe3uCTOMETpPHUs,
(byHKIMOHANbLHBIE XapaKTEePUCTUKMU, KOTOPHLIE IIPOSBJSIOTCA B Macce
MeTaJa.

IIpu uccinemoBanuu cBapuoro coeguHeHus CIIID cucremer Cu—Al ¢
HUBKOYIJIEPOAUCTON CTAJIbI0, Pa3HUIlA TBEPAOCTU COEIMHSIEMBIX Me-
TaJIJIOB IPUBOAUT K IIOABJIEHUIO CTYII€EHbKH, TEHB OT ROTOpOfI BBITJVIAOUT
KaK oTcyTcTBUe cBapKu (puc. 9, a). Ho npu yBennuenuu (puc. 9, 6) Bu-
HO, UTO COeJMHEHNEe COCTOAJNOCH B TBEPIOM (hase, UTO XapaKTepPHO IJIs
yIapHOI KOHAeHCATOPHON CBAPKH, €CJIM METAJLJI ILJIACTHBI IMEET TBEP-
IOCTBb HEe MEHBIITYIO, UeM MEeTAJLJI IIPOBOJIOKH. K corkaieHnIo, CTyIIeHbKa
Ha poTorpaduu IpuBea K yiiepoy pe3aKoCcTH U300pakeHna CO CTOPOHEI
HU3KOYTJIEePOAUCTOM CTaIN.

XapaKkTepHLIM OTJIUYHEM COEeAWHEHUH ITPOBOJIOKW U3 CJIOMKHOJIET-
poBaHHOro ciiaBa Ha ocHoBe Cu—Al ¢ miacTuHOl M3 HepsKaBewlei
cTayu ABJsSEeTcsa 0ojee rIy60Koe ITPOHUKHOBEHE TPOBOJIOKHY B MJIACTH-
HY M3 MaTepuaJia ¢ TBEPIOCTbIO MEHBINEHN, YueM y OOBIYHOM HU3KOYTJIe-
poxuctoii cranu. Ho coeguHeHe IPOM30IILIO B TBEPAOU (hase.

I/ICXOI[H 13 IIOJIYYE€HHOI'O M OIIMCAHHOI'O BBIIII€ OIIbITa, AJIA IIOJIYYEHUA
IPOYHELIX COEAUHEHWH ¢ METHOHN ILJIACTUHOHN ILIOIIAAb TOPIA IIPOBOJIOKU
ObL1a yBeamueHa 10 1,2 MmM. MUKPOCTPYKTypa 3TOr'0 COeINHEHM II0Ka3aHa
Ha puc. 10, a. HecmoTpsa Ha coxpaHeHMe B CThIKE PACILIABIEHHOTO 1 3aKPH-
CTAJLIM30BABIIIETOCS MeTaJlla, COeNWHEHNe BCJIEACTBUE YBEJIUUYEHHOM
ILTIOITIA I, PaspyIlaeTcs o IpoBoJioke (puc. 10, 6).

o

Puc. 10. MakpoCTPYKTypa COeAUHEHUS IIPOBOJIOKHU U3 CJIOXKHOJETUPOBAHHOTO
cmiasa Ha ocHoBe Cu—Al ¢ megHOI maacTuHOIl (@) 1 BuI 06pasiia I0oCjae UCIIbI-
TaHUA IPOUYHOCTHU U3TUOOM IIPOBOJIOKH (6).

Fig. 10. The macrostructure of the joint of Cu—Al SMA wire with a copper
plate (a) and the sample after bending test (6).
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Puc. 11. MUKpoCTPyKTypa COeJUHEHN IIPOBOJIOKY N3 CI0MKHOJETUPOBAHHOTO
cmiasa Ha ocuoBe Cu—Al ¢ MegHOI IIIaCTUHOI.

Fig. 11. The microstructure of the Cu—Al SMA wire joints with a copper plate.

Ananns MUKPOCTPYKTYPEI 30HEI cBapKu (puc. 11) Tak:ike IOKa3bIBaeT
HaJIuuYne 3aKPUCTAJJIN30BaBIIIEroCs: MeTajjia, He BLITECHEHHOTO Ha IIe-
pudepnIo CThHIKA M3-3a 0CAIKU IIPOBOJIOKH C YBEJIUUYEHHOI ILJIOCKOCTHIO
TopIia. BeaemcTBre BHICOKOI CKOPOCTH OXJIAMKIeHN, OCTATKHU paciljiaBa
KPUCTAJIN3YIOTCA B IPUUYAJIUBOI (hopMe 1 HePaBHOMEPHO II0 30HE CO-
eIVHeHNs, KaK MoKassIBaioT ororpaduu Ha puc. 11. IIpu sTom cBa3b
MeKIy OCHOBHBIM METaJIJIOM IIPOBOJIOKHU He o0sA3aTenbHa. Ho BaskHO TO,
YTO 30HA COeIUWHEHHUS He MMeeT PasphbIBOB, II0P, MJIM HECILJIOIIHOCTeH
IPyroro BUja.

2.7. CBapka MpoOBOJIOKHM M3 KOHCTPYKIIMOHHBIX METAJJIOB C ILJIACTHHOM
u3 COII® na ocaose Cu—Al

Or npucoennHEeHUA CTAJIBLHOM ITPOBOJIOKH K CILIABY ¢ 9PEKTOM IaMATH
dopMbI MeTOAOM yaapHOil KoHAeHcaTopHOoi cBapku (YKC) MBI oTKaza-
JUCHh Cpasy, BCJEACTBUE HECOOTBETCTBUS COOTHOIIEHUS TBEPAOCTHU
CTAJILHBIX CILIABOB M CILIaBOB cucTeMbl Cu—Al TpeboBaHMAM TEXHOJIO-
ruu YKC. HccinemoBanne orpaHMYMBAJIOCH IIPUBAPKOM K IIJIaCTHHE 13
HWCCJIeYyeMOTO CILJIaBa ITPOBOJIOKW M3 MeIUW W alloMuHUI. Bei6op aTmx
MeTaJLJIOB OIIPEeNeIsacsd, BO-IIEPBBIX, 00Jiee HU3KOI TBEPAOCTHIO, a, BO-
BTOPBIX, BO3MOKHBIM ITPAKTUYECKUM MCIOJIb30BAHNEM TaKNX COeqUHE-
HUY Ipu HarpeBaHuu 3JaeMeHTOB ¢ CAIID sreKTpruecKM TOKOM.

IIpu ymapHO#l KOHAEHCATOPHON CBapKe Pa3HOPOAHBIX METAJIJIOB, KO-
rIa MeTaJLJI IPOBOJIOKU UMEET TBEPAOCTDL HUKE, YeM METAJLNI IIJIaCTUHBI,
coeIVHEHWE TPOUCXOAUT Ojaromaps 3aMeTHOW medopMalnuu KOHIA
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Puc. 12. CeueHue ymapHOTO KOHAEHCATOPHOTO COEMMHEHUSA MEIHOTO IIPOBOIAa
(Y =0,8 mm) ¢ mnactunoit u3 CIII® na ocuoBe Cu—Al.

Fig. 12. Cross-section of a percussion condenser connection of copper wire
(2 =0.8 mm) with a Cu—Al SMA plate.

IIPOBOJIOKI, HArpeBaeMoi AYTroBLIM PaspsAaaoM KoHIeHcaTopoB. Ha pu-
cyHKe 12 mokasau paspes o0pasiia ¢ IpUBapPeHHONU MeIHOU IIPOBOJIOKOM
nuamerpoMm 0,8 mM. MoKHO YBUIETh He TOJBKO Ae()OPMUPOBaHUE ME/I-
HOM IIPOBOJIOKM, HO TAKJKe JOCTATOUHO INIyOOKOe IPOHNKHOBEHNE MeIHn
B COIID. IlocnemHee cBA3aHO C OTHOCUTEJIbHO HU3KON TeMIepaTypou
IJIABJIEHUS 9TOI'O CILJIaBAa.

Ecau cpaBHUTE puc. 12 ¢ puc. 6, 6, To MOKHO YBUAETH MHOTO 00IIEeT0
MEeXKIy HUMH. OTO HOATBEPIKAAET II0Je3HOCTh METOIAa YBEJNUEeHU A1a-
MeTpa IPHUBAPUBAEMOTr0 KOHIA IPOBOJIOKHU IJIS IOBBIIIIEHUS IPOUHOCTH
COeIMHEHN.

MukpoctpyKkTypa 30HBI coenuHeHns (pruc. 13) nHTEepecHA HaIUUYUEM
BKpAaIlJIeHUs B MeJb OCTPOBKOB cILjIaBa. Ilo HallleMy MHEHHUIO, 3[IeCh CO-
eIMHEHNEe MOYKET OCYIIECTBISATLCS II0 TBEPAOKUIKOCTHOMY MEXaHU3-
my. To ecTb, IOJA JKUIKOTO MeTajja B O0JIACTH CTBIKA MOMKET coXpa-
HATHCA (IIOCJIe YaCTUYHOTO MCIIAPEHUSA U BhITECHEHUS ero OOJIbIIeH Ja-
cTU Ha mepudepuio CTEIKA) Ha MIOBEPXHOCTSIX COeNUHSIEMbIX 9JIEMEHTOB.
PacmiaBiieHHBIE CILIaBBI MOT'YT KPHCTAJLJIN30BAThCA PasmebHO, BCJIEI-
cTBUE OOJBIIION CKOPOCTU OXJAaKIEHUA, CO3MaBasad MeKIy cOO00OM coemau-
HeHUe B TBEPAOU (hase, a TaK:Ke, IPOHUKAS B METAJJ IPOBOJIOKU UJIU
ILJIACTUHBI B 3aBHCHUMOCTH OT COOTHOIIEHHUS UX TBEPAOCTH. 3aMeUYeHO,
YyTO B JIIOOOM CJyuae He IIPOMCXOAUT B3aMMHOI'O IPOHMKHOBEHUS Me-
TAJJIOB-IIAPTHEPOB B IMPOBOJIOKY U B ILJIACTUHY. Becerga mMpoHUKHOBEHME
MIPOUCXOIUT JINOO B IPOBOJIOKY, JIOO B ILJIACTUHY, B 3aBUCUMOCTH OT UX
Tera10(pU3UUECKUX CBOUCTB.

OTBeT 0 IPOYHOCTU COEIMHEHNI MeIHOU IIPOBOJIOKY C IIJIACTUHOU U3
CJIOKHOJIETUPOBAHHOTO cIiLtaBa Ha ocHoBe Cu—Al gaét puc. 14, Ha KOTO-
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poM moKasaH oOpasels II0CJIe UCIbITAHNS COeIUHEeHNA Ha IPOYHOCTD U3-
riOOM IPOBOJIOKH.

WcnpiTaHUA CcBapUBAEeMOCTH aJIOMUHMEBOUN MpoBojoKu (J 0,8 mMm)
yIapHOUN KOHIEHCATOPHOMN CBAPKOM ¢ muacTuHoi (8 = 1,0 MM) 13 CIIOMK-
HOJIETEPOBAHHOTrO ciiaBa Ha ocHoBe Cu—Al Takike II03BOJIMJIMN IIOJY-
YUTH 00pasIlbl, OTBEUAIOIe BceM TpeboBauuam. OOIMuii BuA coegu-
HEeHHJ II0CJe UCILITaHNA N3TrM00OM IOKa3aH Ha puc. 15.

Puc. 13. MUKpOCTPYKTYpa coefuHeHus: MeaHOM npoBoyoku (J 0,8 MMm) ¢ mia-
cTuHOM (8 = 8 MM), IOJYYEHHOTO yAapHO! KOHAEHCATOPHONI cBapKoii; X100.

Fig. 13. The microstructure of the joint of copper wire (& 0.8 mm) with a plate
(0 =8 mm) obtained by a percussion condenser welding; x100.

Puc. 14. VcubpliTaHue IPOYHOCTU COeTUHEHUA METHOTO IIPOBO/Ia C IIJIACTUHOM U3
COII® na uarud.

Fig. 14. Bond strength bending test of the joint of copper wire with a SMA
plate.
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AHanina3 MEUKPOCTPYKTYPEI 9TOTO coennuenusd (puc. 16) mokasas, 4To
OHO IIPOMB3OIILIO B TBEPHOH (paze 0e3 BKJIOUEHHUS MeTaJljIa-TIapTHEpPA,
KaK Opu IpuBapKe MeIHOI ITPOBOJIOKH.

Puc. 15. Coegunenue aroMuHEneBoOM MPoBosoKkH (J 0,8 MM) €O CI0KHOJIETHPO-
BaHHBIM cintaBoM Ha ocHoBe Cu—Al (8 = 1,0 mm), monyuennoe YKC, mocie uc-
IIBITAHWS IIPOYHOCTH U3TUOOM.

Fig. 15. Aluminium wire (& 0.8 mm) joint with Cu—Al SMA (6 = 1.0 mm), ob-
tained by percussion condenser welding, after strength bending test.

100 MM

Puc. 16. MuKpocTpyKTypa yZapHOTO KOHAEHCATOPHOI'O COENUHEHUS aJIIOMU-
HUeBO mpoBosioku (J 0,8 mm) ¢ mmacTunoi CITID (=1 mm).

Fig. 16. The microstructure of the percussion condenser joint of aluminium
wire (& 0.8 mm) with a SMA plate (6 =1 mm).
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Orauyme B XapaKTepe B3aMMOIEHCTBUSA METAJJIOB-IIAPTHEPOB IIPU
CcBapKe 00bsCHSETCS OJIM30CThIO TeMIIepaTyp ILtaBiaeHud mean u COIID
(=1150°C), B TO BpeMsa KaK TeMIIepaTypa ILJIaBJIeHUA aJJIOMUHUSI HaMHO-
ro Huxe (= 660°C).

Ocanka MemHOM IPOBOJIOKU IIPOUCXOAUT IIPU TBEPAOKUIKOM COCTOS-
HUU, KaK IIPOBOJIOKH, TaK M1 ILJIACTUHEI, B TO BpeMdA Kak COII® kpucra-
JI3yeTcsA PaHbIle aJIOMUHUS 1 aJIOMUHKEBAas IPOBOJIOKA HdedopMupy-
eTcsa IPU ocaJKe B TOT MOMeHT, Korma Mmetana CIIIP y:xe TBépabiii. B
IIEPBOM CJIyuyae BO3MOXKHO IIepeMelllBaHe OCTATKOB JKUIKOr0 MeTaJjLia
Ha COIPUKACAIOIINXCA IIOBEPXHOCTAX, & BO BTOPOM — KHUIKUHA MeTaJLI
AJMIOMUHAA BELKMMAETCS Ha Heprud)epuio COeJUHEeHN .

3. BBIBO/1 bl

1. IloxasaHa MPUHIININAIbHAS BO3MOMKHOCTh COENUHEHU Pas3IuYUHbI-
MU METOJAMM CBapKu cijaaBoB ¢ III® ma ocuose cuctemnl Cu—Al B on-
HOPOJHOM COUETaHHNHN 1 C KOHCTPYKIIMOHHBIMHU MaTepHruajJaMHU.

2. B 3aBUCUMOCTH OT MeTO/Ia U YCJIOBUI CBAPKM MOJIyUYeHEI COeITUHEH U
BBICOKOT'O KauecTBa B TBEPHOi hase u ¢ 0Opa3oBaHUEM JIUTOTO AIpa.

3. OYHKIMOHAILHBIE XapPaKTEePUCTUKHU ciiiaBa Ha ocHoBe Cu—Al npu
PasIMYHBIX BUAAX cBapKu (TBeprodasHasd UiIu ¢ 00pasoBaHUEM JIUTOTO
sIIPa) COXPAHAIOTCS B IIOJHON Mepe, IPUUEM He NMeeT MeCTa CMeIleHre
XapaKTepUCTUUYECKUX TEMIIEPATYD MaPTEHCUTHOrO IIPeBPAaIlleH .

4. IIpu yamapHOU KOHIEHCATOPHOM cBapKe MeIHOM IIPOBOJOKH C ILJIACTU-
HoM m3 CIAII®D, KaKk ¥ HPOBOJOKHU 13 PYHKIIMOHAJIBHOTO CILIABA C MeJ-
HOM IIJTaCTHUHOM, C IMOBBIIMIEHHBIM YCHUJINEM OCAAKN OOHAPYIKEHO M3-
MeJIbUeHHMe 3ePHA B 30HEe TEPMUYECKOT0 BO3AEHCTBHUA.

5. CoegunHenusa npoBoioku u3 CIIIP ¢ yriaepoaucToi n Hep:KaBelolei
CTaNIbio, a Tak:Ke ImacTuHbl u3 COIIP ¢ amoMUHIEBOII MPOBOJIOKOI
IIPOTEKAaIoT B TBEPOM (hase, B TO BpeMs KaK CBapKa ¢ MeIbIO OCYIIeCTB-
JISIETCS 110 TBEPHAOMKUIKOCTHOMY MEXaHU3MY .
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