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=2 Magnetic pulse welding technology
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= Similar process
= Different (safer) source of energy
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I3 Experimental test set-up
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« Welding experiments with : - Copper — Brass
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W Parameters varied :
~+ Airgap width

 Tube end position | +

(field shaper overlap)

« Charging voltage o+
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Investigation methods : AN

« Metallographic examination (weld length)

e Scanning electron microscopy
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=2 Cu — Br : Parameter optimisation
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= Optimal parameters :
« Airgap:1,0—-1,5mm

* Tube end position : 2,5 mm out of the centre of the field
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 Energy level : > 26 kJ
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I3 Cu - Br: Interface morphology
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Cu - Br: Intermetallic layers
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=2 Al — St : Intermetallic layers
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I=E Cu - Br : Melting phenomena
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=2 Cu - Br: Melting phenomena
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Hardness and leak testing
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Conclusions

» Defect free welds
 Intermetallic layers

* Melting phenomena

Future research :

* Repeatability

» Other material combinations
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