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Purpose — analysis of the variety of factors of the physical phenomena accompanying the process of the power explosive effect for
development of new processes of metal treatment: explosive film coating of hardening and updating of a superficial layer of an item.
Industrial approbation of cladding techniques by explosion of item surfaces of complex configuration and determination of
parameters of the process of the explosive welding of high-strength pig-iron (graphite of the spherical form) with Godfield steel.
Approach — the analysis of the physical phenomena accompanying the process of explosive loading of materials is carried out. The
opportunity of use of the explosive metal treatment for production of items and materials with unique properties which cannot be
produced by other methods is found. As a result of experimental researches new alloys and techniques of the explosive metal
treatment for the sphere of manufacturing are received.

Findings — the technology of modifying effect of the explosive loading and production of monolithic edges of three — layer spherical
bottoms is tested. The parameters and borders of the explosive welding of Godfield steel with high-strength pig-iron are determined.
Research and practical implications — the techniques of the explosive cladding of basic surfaces of aluminium and pig-iron axle-box
cases are developed, this has increased their wear resistance 10—12 times.

Value — the investigation shows original technique of making monolithic edges of shells comprising several not bound with each
other layers and also explosive welding of items with a complex configuration and an original method of formation of counter
cumulative jets for stable applying coatings of amorphous materials on the hardenable items.

Keywords: coating technique, shock waves, cladding, fast crystallization, metastable, impact.

The introduction

At the various schemes of the impulse impact there can be achieved the required forming, hardening, connection,
splitting and continuity disturbance [1-5].

The character and intensity of the impulse impact on an item even in one process can essentially differ and open
opportunities for changing geometrical, mechanical, physical, etc. properties. The disturbance extending with certain
final speeds as waves of stress (loading, unloading and also reflected ones), forms in the item the disturbance areas
which in time expand. Each area of disturbance has its stressed state characterized by the tensor of stress and tensor of
deformation and is determined by the disturbance nature.

In the vicinity of the direct action of the pulse power factor the area of loading disturbance arises which in time
spreads with the final speed. At time Ips when the growth of deformation stops, the process of unloading begins.

Disturbance appropriate to the process of unloading spreads in the material with the final speed as a wave of unloading.
The secondary area of disturbance of the wave of unloading located inside the area of loading disturbance is formed. At
the exit of the wave of stress on the surface or at the interaction of the waves of stress in the body there appears a
phenomenon of reflection. The reflected wave of loading, spreading in the opposite direction, forms the secondary arca
of disturbance of the reflected wave. At transition of the front of the wave of stress from one area of disturbance to
another the movings of particles of the environment are continuous under the condition of preservation of the
environment continuity.

In addition, the process is further accompanied by the influence of expanding products of detonation directly or
in the transmitting environment on the workable material, causing additional deformation.

The originality of the researches firstly consists in nonstandard engineering solutions of applying nanocoatings at
the explosive powder or monolithic plate throwing onto the surface of the hardenable item. Secondly, it consists in the
briginal cladding technique with materials which are know to be unwelded with explosion. Besides, the investigation
shows original technique of making monolithic edges of shells comprising several not bound with each other layers and
also explosive welding of items with a complex configuration and an original method of formation of counter
cumulative jets for stable applying coatings of amorphous materials on the hardenable items.
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The purpose of the work

The analysis of the variety of factors of the physical phenomena accompanying the processes of the explosive
power impact for hardening and updating of a superficial layer of an item, explosive cladding of the contact surfaces of
an item of complex configuration, production of compositions with Godfield steel.

Material and results of researches

A shock-wave character of the explosive loading causes a number of the physical phenomena not inherent to the
static loading, such as occurrence of high temperatures at the front of a powerful shock wave with formation of high-
temperature phases, polymorphic transformations, crushing of grains and formation of twin defects, formation of
cumulative jets, "multiple" chipping under the influence of shock waves of high amplitude, sintering, destruction,
deformation and welding [6-8]. These physical phenomena can find application in the following technologies: 1) fast
crystallization; 2) production of amorphous materials; 3) modifying effect of shock waves; 4) production of thin and
film coatings; 5) cladding, hardening and welding. The processes, parameters of which correspond to the boundary
characteristics for each of the processes, have large opportunities for creation of new techniques of the explosive
treatment.

We shall consider the technological applicability of the chipping phenomenon. The interaction of the falling and
reflected shock waves in a loaded material results in the occurrence of increasing stretching stresses, which can lead to
destruction named chipping. This phenomenon is most of all influenced by the form of the wave of stress and the
limiting value of the destroying stress o in the loaded material. The location of a chipping crack in a solid material or a
place of separation in a laminated material depends on the form of the wave of stress. At propagation of the wave in a
material the steepness of the curve o(?) behind the front of the wave decreases with the increase of the thickness of the
loaded poly— or monomaterial &, that results in an increase of the chipping thickness A. At propagation of the wave of
stress of large intensity o >2 g, multiple chipping occurs, i.e. some following one after another parallel chippings occur.

During the explosive working which is not connected with splitting and destruction, chipping occurrence is an
undesirable phenomenon. Usually for prevention of chipping a reflecting surface of the material is directly supported
against the other body absorbing energy [9]. The prevention of chipping is also made by the use of fascinating plates
and mastics [9]. Thus chips absorbing a significant quantity of energy, can be used for performance of a number of
auxiliary operations.

The useful application of chipping is, first of all, separation of layered products for their recycling after
performance of their designation. For this purpose on the outside surface a layer of the explosive substance is applied,
the parameters of which are chosen so that the destruction takes place on the interface.

1 2 3 4 1T 2 3

Fig. 1. Scheme of production of items with the monolithic edges:
1 — explosive substance; 2 — layered piece; 3 — spacer; 4 — matrix

At connection of multi-layered items among themselves by the methods of fusion welding large technological
difficulties arise at separation of the stack as a result of thermal heating by an electrical arch. It is desirable to ensure
solidity of edges and dense, without bonding, bearing of item layers. To solve this problem is possible as follows (fig.
1). Preliminary made items 1 are collected in a stack and deformed unless a required configuration of bottom 2 is
produced. Then separation of the edges of bottom 2 is made. For this purpose the bottom is placed in matrix 3 so that
the edges of bottom 2 bulge out above the plane of the top end face of matrix 3, for what a spacer 4 is put in a cavity of
the matrix. After that along the outside perimeter of the edge of bottom 2 a ring charge of an explosive substance 5 is
put and its initiation is made.

As a result of the effect of the explosion there is separation of layers of multi-layer bottom 2 at its edge. After
that the multi-layer bottom is placed in matrix 3 and the explosive welding of the bottom edges is made with calibration
and compaction of layers.
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Thus, the chipping effect finds its use as a functional and intensifying factor and is connected with treatment and
production of layered items and use of lamination both of constructive and technological methods. This method has
found application at manufacturing layered vessels of high pressure (fig. 2).

The process of the explosive welding can find application not only for cladding plates and cylindrical shells, but
also for cladding and hardening surfaces of items of complex configuration.

The process of cladding basic surfaces of axle-box cases, made from high-strength pig-iron plates, by Godfield
steel plates was tested under the offer of German railway car constructors.

One of the basic research problems of the process of the explosive cladding is the opportunity of forecasting
formation of a welded joint at certain modes of collision for materials with known physical-mechanical properties. Despite
of abundance of the scientific and technical sources on determination of the area of welding of various material
combinations, there are no data on welding pig-iron and Godfield steel. However the arising demand for such
combinations has resulted in the necessity of creation of the explosive welding of pig-iron and Godfield steel with copper.

Fig. 2. Vessels of high pressure

Some uncertainty at the experimental determination of the modes of collision, ensuring welding by explosion, is
connected with the absence of the precise criterion ascertaining the result of welding of items. Basically, items are
considered to be welded only in that case, when the strength of the seam is as strong as the initial materials. Such a
criterion of weldability seems to be acceptable at the explosive cladding. Usually a welded seam at such treatment is
strengthened and exceeds the strenght of less strong metal from the combination. If this condition at the explosive
welding is not fulfilled then, as a rule, it results in stratification during the subsequent treatment and operational
loadings. But in a number of cases a low strength of bonding layers is required. In such cases it is considered, that the
welding did not occur when the strength of the seam tends to zero. Probably, from our point of view, it is necessary to
limit the strength of the welded seam to a minimum in each specific case, proceeding from the conditions of operation
of the clad product. For example, the association of boiler installations workers in Japan as a criterion use shear-strength
of binary combinations welded by explosion. For the majority of clad metals the criterion is accepted equal to 140 MPa,
for steel cladded by copper or copper alloys it is 100 MPa, for steel cladded by aluminium it is 50 MPa. For steel with a
corrosion-resistant coating used for vessels of high pressure the allowable shear strength makes 200 MPa.

The strength of joints received by the explosive welding of various combinations of metals insignificantly
changes over a wide range of change of the modes of collision. Transition from the modes with a satisfactory strength to
the modes not ensuring formation of a welded seam (the strength of the seam is equal to zero), occurs in the narrow
limits of changing of the modes of collision.

When the model of an ideal liquid [9] is used, two parameters characterizing an oblique collision out of a class of
parameters are chosen as the most essential: either the angle of collision 7 and the speed of the contact point v,, or the

angle y (dynamic angle of rotation) and the relative speed of the contact point (a ratio of the contact point speed to the

sound speed).
The area of the explosive welding is limited on the plane y, v, by four curves. Physical sense of these curves is

the following: the right border corresponds to transition to supersonic modes of collision, the top border corresponds to
excessive heating of the connection zone. The bottom and left borders depend on the termination of wave formation.
The welding of high-plastic metals (aluminium, copper and some their alloys) is possible without formation of waves.
The true left border of welding is set for them.

The area of the explosive welding can be presented in a three-dimensional space (angle of collision, relative
speed of the point of contact, average weight or thickness of colliding plates). The three-dimensional area of the
explosive welding practically is used rather seldom. The introduction of the third parameter is connected with critical
conditions of the existence of a viscous current.

The physical mechanisms limiting the values of viscosity at superhigh speeds of deformation, depend on a specific
nature of the deformable body. In the given concrete case, it is mostly probable, that for fragile pig-iron restriction are due
to a minimum of the shear deformation A ¥ . A criterion of the bottom border is used in this case ¥ = Ay .
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The minimum of the thickness of a plastic soft layer is determined such that not involving a fragile material for
copper and pig-iron into the process of deformation
M

o T
o + B¢ <opr, (1)

where o-A;T , O'gT — dynamic limits of fluidity of copper and steel; ¢; — intensity of speeds of deformation; B, n —

hardening constants.

Approximately the minimal size of the thickness of the plastic layer can be determined from the ratio for
compression of the plastic layer on a rigid surface. The maximal pressure is taken either in the acoustic approximation
p=1v pv’, or in hydrodynamical p=0,5pv". The thickness of the layer ignoring the inertial components will make:

 1,156,(0,50+ x)

2
p—1,150, @

where o, — limit of fluidity of a sublayer; 0 - length of the item.

We take this value for minimal, which corresponds to ~1.8 mm.

As in practice it is inconvenient to use the spatial area of welding, it makes sense to determine the minimal and
optimum thickness of the plastic layer. The optimum thickness for small values of the dynamic angle of rotation is
determined from the energy criterion and makes

h=2E/y’pv*,

where E — optimum value of the kinetic energy.
This kinetic energy corresponds to the optimum size of a welding gap ensuring speed-up of the piece to the
maximal speed of collision. At the same time it depends on the weight of a mobile item, and hence, on its thickness.
With the purpose of unification of the experiments in determination of the quality of welding depending on the
thickness of a layer, it makes sense instead of the thickness of a layer to consider a ratio of weights of the clad plate and
a layer within the area of welding on parameters Y and v, and their invariance. The samples welded by explosion were

tested for destruction at shear (operational requirements regulate shearing forces). As a result, the dependence f
(A/hyp, 7p) for the steel+copper+pigiron couple (fig. 2) is received.

Having determined the optimum — allowable size of a layer, we build the area of welding in the coordinates
(vi; 'Y ) at the fixed value of 4.

The connection of copper with steel by traditional methods of welding is a rather complex task. Iron and
copper have strongly differing temperatures of crystallization, bad wetting with respect to each other and a limited
reciprocal solubility in a solid state. Nevertheless, the explosive welding provides a strong connection for this couple in
a rather wide range of the parameters of collision. The dependence between the parameters of collision and copper
strength is not determined, since practically on all the modes of welding destruction occurs in copper. Tests for
formability do not result in stratification.

The process was carried out as follows. The explosive welding was carried out under a parallel scheme. In this
case v,=D. The variation of the speed of detonation was carried out by addition of phlegmatizers in the explosive
substance. The dynamic angle of rotation Y was varied by the change of the parameter of welding, that resulted in a

change of height of a charge of the explosive substance, and consequently, the speed of detonation. In the experiments
plates from technically pure copper with the thickness of 4+6 mm and cast blanks from Godfield steel and high-strength
pig-iron were used. After the construction of the copper — Godfield steel area of welding the technique of the explosive
cladding of lugs of the axle-box cases by plates from Godfield steel welded to copper plates was tested. The mode of
the welding excluded formation of eddy zones and minimal presence of melt.

The speed of detonation of the explosive substance was preliminary measured according to the Dotrish method
and the method of registration of time of unfolding strips of foil put in the layer of the explosive substance. The
received data on the area of welding of the researched combinations were compared with the data received from the
experiments on throwing a copper plate by a wedge charge of the explosive substance. The height of the charge of the
explosive substance was chosen so that on the initial sector there was a sound welding of plates, and on the final sector
the welding did not occur. The thickness of the copper plate was changed in the limits from 2 to 18 mm. Such
experiments have allowed to determine the area of welding and the dependence y =y (r). As the plates thickness grows
the divergence of the experimental data takes place in the interval from 5 % to 20 %. At thickness of the plate higher
than 12 mm the welding by explosion does not occur, that is probably connected with dependence of the parameters of
the external loading necessary for bending of a thrown plate on its thickness.

The results of the experiments are given in tables 1-3 and fig. 3, 4. The necessity for performance of the
experiments was connected with the absence of data on welding copper with pig-iron and Godfield steel and a
significant disorder of experimental and theoretical data on the assessment of the area borders of welding homogeneous
and heterogeneous materials.
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Table 1
Limiting modes of welding
Godfield steel High-strength pig-iron
No
v=D r B, radian vi=D, m-sec’! r Y, radian
1 1,790 0.42 0.12 1,820 0.39 0.12
Table 2
Modes of welding copper with Godfield steel and pig-iron
el degrees Result Result
Vi TrS€C v (Godfield steel) (pig-iron)
4,450 14 - -
4,330 12 +
4,240 16 . i
3,860 17 - +
3,920 10 + +
3,990 14 - -
2,830 10 + +
2,200 10 + +
1,780 20 - -
3,100 12 + +
Table 3
Characteristics of ammoniac saltpeter explosive substances
Description of Composition % Speed of Critical
Explosive Ammoniac  |Trinitrotoluene detonation D diameter
Substance saltpeter H,,=d,,, m-sec’ dip, mm
Ammonite 6ZhV -
71 29 4200 10-12
4120* 6%*
Aﬁi‘ggﬁe 3200 -3600
ASI 8 15 3510 18-20
Welding
Ammonite 90 10 (3,000-3,100)*
AS2
Welding
2100 -2600
Ammonite 94 6 e 24-28
AS3 2440
Welding
Ammonite 99 2 1,700-1,900* 38-40
AS4
* — data received experimentally. Others are taken from references [12, 13].
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Fig. 3. Dependence of the shear strength of connection on

the thickness of a layer

Fig. 4. the Left and bottom borders of the area of welding
of a clad metal of Godfield Steel+copper with high-
strength pig-iron
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For charges with the thickness of 30-100 mm the use of dependence (4) gives a divergence with the
experimental data within the limits of 18 %.
D=1300+37,0-H-10,62C- 8,04-H’+0,6008-C*+6,145-H-C-0,004628 -H-C°, “)
where C — percentage of ammoniac saltpeter; H — thickness of a charge, mm.
Thus, the optimum sizes of thickness of a layer and the border
of the area of welding of pig-iron with plates from Godfield steel,
cladded by copper are received (fig 5).

Conclusions

1. The study and estimation of the variety of factors of the
physical phenomena accompanying the process of power effect of the
explosion allowed to develop essentially new processes of application of
thin metal coatings, superfast crystallization, dynamic hardening and
diffusive saturation of the superficial layer.

2. The technique of the explosive cladding of basic surfaces of
aluminium and pig-iron axle-box cases is developed. The parameters are
TS determined and the area of the explosive welding of pig-iron with

Fig. 5. The axle-box case made from hig- Godfield steel is constructed.
strength pig-iron

Annomayun. Ycmanosniena 803mMoMCHOCHb UCNONb30BANUS 83DPbIGHON Memanio00pabomku 05l NOTyYeHUs Oemanell ¢ YHUKATbHbIMU
ceolicmeamu, KOmopvle He MO2ym Oblmb OOCHMUSHYMbL OpyeuMu memooamu obpabomxu. B pezynemame sKcnepumenmanbHbix
uccnedosanuti  paspabomanbl Hogble MEXHONOSUU 63PLIGHOL  Memanio00pabomKy ONsl  PA3IUYHbIX cepbl  NPou3so0Ccmea.
Anpobuposana mexnono2us noayueHus MOHOIUMHBIX KPOMOK MPeXciounvix cgepuueckux Onuwj. Onpedenenvl napamempul u
epanuybl céapku 63pbieom cmanu Iadduivda c evicokonpounvim uyeynom. Paspabomanvl mexunonocuu 63pvi6HO20 NAAKUPOBAHU
ONOPHBIX NOGEPXHOCIEL ANIOMUHUESHIX U YY2YHHBIX KOPHYCO8 OYKC, YMO NOBbICULO UX UsHOOCmouKocms 6 10-12 pas.

Knrwuesvie cnosa: nnakuposarue, yoapHvie 60JHbI, CEAPKA B3PbIEOM, ObICIMPAs KPUCIALTUZAYUS, MEMACMAOUNbHAS Pasa, yoap

Anomauyia. Bcmanoeniena Moxciugicmsv GUKOPUCMAHHA 8UOYX080i Memanoo6poOKu Onsl 00epiHCcanus Oemanei 3 YHIKATbHUMU
81ACMUBOCIIAMU, AKI HE MONCYMb OVMU 00CASHYMI THUUMU Memooamu 00poOKu. Y pe3ynvmami eKcnepumeHmanbHux 00CaiodceHsb
PO3po6NeHi HOGI mexHoNozil 6ubyxX060i MemanoodpodKu 014 pisHux cep 6upobHuymea. Anpobosarna MexHoN02is 00ePIHCAHHS
MOHONIMHUX KPAUOK Mpuumiapogux cgepuunux Onuw. Busnaveni napamempu i epanuyi 3eaprosanns eubyxom cmani Iaogineoa 3
BUCOKOMIYHUM 4YagyHOM. Po3pobneni mexunonozii 6ubyxo6020 niaKy8anHs ONOPHUX NOBEPXOHb ATIOMIHIC8UX T YABYHHUX KOPNYCi8
6yKc, wo niosuwuno ix sHococmitixicmo y 10-12 pasis.

Kniouosi cnosa: nnakysanms, yoapui xeuni, 36aproéants subyXom, weuoka Kpucmanizayis, memacmadiisera gasa, yoap
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