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Description 

This  invention  relates  to  a  cable  connection,  and  particularly,  though  not  exclusively  to  connection  to  a 
coaxial  cable,  which  may  be  a  piezoelectric  cable. 

5  In  order  to  splice  two  cables  together  or  to  put  a  connector  on  to  the  end  of  one  cable,  it  is  usual  to 
remove  surrounding  electrical  insulation  material  from  the  conductor  and  to  connect  on  to  the  exposed 
conductor.  However,  such  a  standard  technique  can  give  rise  to  difficulties  with  some  forms  of  cable,  for 
example  where  the  integrity  of  the  conductor  is  unsufficient  so  that  this  is  necessarily  enhanced  by  the 
insulation  and/or  other  radially  outer  components  of  the  cable.  Another  example  arises  where  the  insulation 

io  material  itself  is  insufficiently  robust  such  that  exposure  thereof  and/or  removal  of  an  outer  protective 
component  of  the  cable  could  be  detrimental  to  the  subsequent  performance  of  the  cable. 

Examples  of  cables  that  require  particular  care  in  their  connection  are  given  in  UK  Patent  Publication 
Nos  2150345  A  and  2150346  A.  These  publications  disclose  a  piezoelectric  cable  that  comprises  a  central 
stretchable  electrical  conductor,  a  piezoelectric  intermediate  layer,  and  an  outer  electrical  conductor. 

75  Preferably  the  intermediate  layer  is  formed  from  polyvinylidine  fluoride  that  has  been  axially  stretched  and 
radially  polarized  to  render  it  piezoelectric.  The  central  conductor  is  preferably  formed  from  a  low  melting 
point  metal  alloy,  and  is  thus  itself  in  the  nature  of  a  solder.  A  crimp  connection  to  such  a  cable  is  disclosed 
in  EP-A-21  0,062  (which  is  prior  art  under  Art.  54  (3)).  Difficulties  may  be  experienced  when  making  an 
electrical  connection  to  such  a  cable,  and  in  particular  to  the  central  conductor,  due  to  the  mechanical 

20  softness  and  low  melting  point  of  the  conductor,  and  the  susceptibility  of  the  piezoelectric  insulation 
material  to  creeping,  due  to  the  fact  that  it  is  stretched  but  not  crosslinked.  In  particular,  crimping 
techniques  or  potting  with  an  electrically  conductive  adhesive  may  not  always  give  satisfactory  results. 
Furthermore,  since  with  these  cables  the  insulating  material  is  much  stronger  than  the  inner  conductor,  it 
can  be  difficult  in  any  case  to  strip  the  insulation  without  removing  part  of  the  inner  conductor  at  the  same 

25  time. 
It  is  an  object  of  the  present  invention  to  provide  a  method  of  forming  a  cable  connection,  and  a  cable 

connection  itself,  that  overcome  or  at  least  alleviate  the  above-mentioned  problems. 
In  accordance  with  one  aspect  of  the  present  invention,  there  is  provided,  a  method  of  forming  an 

electrical  connection  to  an  electric  cable  having  a  conductor  surrounded  by  electrical  insulation,  wherein  (i) 
30  a  conductive  piercing  member  is  heated  to  at  least  the  softening  temperature  of  the  conductor,  thereby  to 

produce  local  softening  of  the  conductor,  (ii)  the  piercing  member  is  inserted  into  the  conductor  so  as  to 
leave  a  portion  of  the  piercing  member  extending  from  the  cable,  the  piercing  member  being  sufficiently 
rigid  at  the  softening  temperature  of  the  conductor  for  such  insertion  to  take  place,  and  (iii)  allowing  the 
piercing  member  and  the  conductor  to  cool,  to  form  a  solder  joint  therebetween. 

35  It  has  been  found  advantageous  to  achieve  a  soldered  joint  in  order  to  ensure  low  resistance  at  the 
connection  and  to  ensure  maintenance  of  the  connection  under  tension  and  vibration.  A  good  soldered  joint 
is  obtained  when  an  intermetallic  interference  layer  of  about  one  micron  thickness  is  formed  between  the 
two  materials  being  connected  together. 

Preferably,  the  heating  of  the  piercing  member  is  effected  before  it  is  inserted  into  the  conductor,  so 
40  that  pressure  of  the  hot  piercing  member  on  the  conductor  allows  local  softening  of  the  conductor  and 

facilitates  insertion  of  the  piercing  member.  It  is  envisaged,  however,  that  the  piercing  member  and 
conductor  may  be  such  that  the  piercing  member  may  be  inserted  into  the  conductor,  with  heat 
subsequently  being  applied  to  the  piercing  member,  by  conduction  or  induction  heating  for  example,  to 
effect  the  local  softening  and  subsequent  soldering. 

45  Electric  cables  having  sodium  as  a  conductor,  which  has  a  melting  point  of  97.8  °C,  are  known,  for 
example  from  British  Patent  Specification  No.  1234159,  whereby  connection  is  made  to  the  conductor  by 
means  of  a  tapered  copper  conducting  member  that  is  forced  axially  into  the  sodium.  The  connection  is 
subsequently  sealed  within  a  heat  shrinkable  plastics  insulating  tube.  However,  no  heat  is  applied  to  effect 
softening  of  the  conductor  to  produce  a  soldered  connection. 

50  With  the  method  of  the  present  invention,  therefore,  the  heated  piercing  member  softens  and  may  even 
melt  the  conductor  at  least  locally,  and  so  can  be  introduced  into  the  cable,  preferably  longitudinally  of  the 
conductor,  for  a  length  sufficient  to  ensure  good  electrical  contact  between  the  piercing  member  and  the 
conductor,  that  is  to  say,  with  low  electrical  contact  resistance  therebetween.  It  will  be  appreciated  that  the 
piercing  member  will  be  sufficently  rigid  at  the  softening  or  melting  temperature  of  the  conductor  for  such 

55  insertion  to  take  place.  Furthermore,  the  temperature  should  clearly  not  be  so  high  that  the  cable  insulation 
or  other  components  are  damaged  thereby. 

The  cable  may  be  a  piezoelectric  cable,  that  is  to  say  a  cable  having  a  dielectric  with  piezoelectric 
properties. 

2 



EP  0  225  043  B1 

The  piercing  member  extending  from  the  cable  conductor  can  then  be  connected  to  another  cable, 
which  may  or  may  not  be  of  the  same  configuration  as  said  cable,  or  to  a  cable  connector  as  required,  by 
any  suitable  means,  which  may  be  any  of  the  conventional  conductor  connection  means  such  as  soldering 
or  crimping.  The  piercing  member  may  be  a  short  pin,  or  may  be  an  elongate  conductor.  The  present 

5  invention  thus  conveniently  converts  a  cable  that  requires  particular  care  in  connecting  thereto  into  a  cable 
to  which  conventional  connecting  techniques  can  be  applied. 

In  accordance  with  a  further  aspect  of  the  present  invention,  there  is  provided  an  electric  cable 
comprising  a  conductor  surrounded  by  electrical  insulation  material,  and  a  piercing  member  retained  within 
the  conductor  and  extending  from  the  cable,  wherein  the  softening  temperature  of  the  conductor  is  below 

io  that  of  the  piercing  member,  and  the  piercing  member  is  sufficiently  rigid  at  the  softening  temperature  of 
the  conductor  to  allow  its  insertion  in  the  conductor,  and  the  conductor  and  piercing  member  are  soldered 
together  by  the  conductor  material. 

Preferably,  and  particularly  when  the  cable  is  as  disclosed  in  above-mentioned  patent  publications 
2150345  A  and  2150346  A,  the  conductor  comprises  a  low  melting  point  metal  alloy.  Preferably  the 

is  conductor  has  a  melting  point  of  not  more  than  170°C,  more  preferably  not  more  than  160°C,  and  most 
preferably  not  more  than  150°C.  Also,  it  is  preferred  for  the  conductor  to  have  a  melting  point  of  at  least 
50  °  C,  more  preferably  at  least  60  °  C,  particularly  at  least  65  °  C  and  most  preferably  at  least  70  °  C.  The 
conductor  may  be  formed  from  an  alloy  having  a  non-eutectic  alloy,  thus  entering  a  phase  between  the 
solidus  and  liquidus  lines  of  its  phase  diagram  in  which  its  ductility  increases  with  temperature.  Clearly,  the 

20  conductor  does  not  need  to  melt  completely,  or  even  at  all,  in  order  that  the  piercing  member  can  be 
inserted  therein,  but  it  must  become  sufficiently  soft  to  allow  this  it  occur.  The  conductor,  however, 
advantageously  should  not  fracture.  Should  fracture  occur,  either  during  the  stretching  operation  that  is  used 
in  the  cable  formation,  described  in  the  above-mentioned  publications,  or  during  insertion  of  the  piercing 
member,  voids  may  appear.  Although  voids  are  generally  undesirable,  it  will  be  appreciated  that  the  present 

25  invention  allows  their  adverse  effect  on  electrical  contact  to  be  overcome,  at  least  to  an  appreciable  extent. 
The  electrical  contact  between  the  piercing  member  and  the  conductor  can  conveniently  extend  over  a 
significant  distance,  say  up  to  10  mm,  so  that  the  effect  of  voids  occurring  locally  may  be  negligible  on  the 
contact  resistance.  It  will  be  noted  that  this  may  not  be  so  with  a  crimp  connection,  which  unknowingly 
could  be  made  at  a  part  of  the  cable  that  contains  a  significantly  large  void.  Electrical  contact  with  the  cable 

30  conductor  can  be  further  improved  by  coating  the  relatively  high  melting  point  material,  such  as  high 
strength  copper  alloy,  of  the  piercing  member  with  the  same  material  as  that  used  for  the  conductor,  thus 
acting  as  a  flux.  In  this  case,  the  fluxed  piercing  member  may  be  heated  until  the  flux  is  seen  to  start  to 
melt,  thus  conveniently  indicating  that  the  member  has  reached  a  high  enough  temperature  to  allow  it  to 
penetrate  the  soft  conductor  of  the  cable. 

35  Examples  of  low  melting  point  alloys  that  may  be  used  for  the  conductor  are  shown  in  Table  1  . 

40 

45 

50 

55 
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T a b l e   1 

5 

A l l o y   C o m p o n e n t s   M e l t i n g   P o i n t  
Number  ( p e r c e n t   by  w e i g h t )   ( ° C )  

Bi  Sn  Pb  Cd  I n  

1  54  26  20  

2  49  15  18  18  5 8 - 6 9  

3  50  13  27  10  7 0 - 7 3  

4  57  17  26  79 

5  42  14  44  93  

6  38  15  31  16  7 0 - 9 7  

7  50  50  1 1 8 - 1 2 5  

8  51  31  18  143  

30 

It  will  be  appreciated  that  transversely  of  the  cable,  the  piercing  member  will  be  smaller  than  the 
conductor,  and  where  these  are  of  circular  cross-section,  typically  the  diameter  of  the  conductor  may  be 
about  twice  that  of  the  piercing  member. 

35  The  insulation  material,  as  discussed  above,  may  be  piezoelectric  material.  Such  piezoelectric  material 
may  include  nylon  materials  having  an  odd  number  of  carbon  atoms,  especially  nylon  5,  nylon  7,  and  nylon 
1  1  ,  polyhydroxybutyrate,  vinylidine  cyanide/vinyl  acetate  copolymers  and  vinylidine  fluoride  polymers.  The 
term  "vinylidine  fluoride  polymer"  is  intended  to  include  polyvinylidine  fluoride,  commonly  abbreviated  to 
"PVDF"  or  "PVF2"  and  those  copolymers  of  vinylidine  fluoride  in  which  a  piezoelectric  activity  may  be 

40  generated  or  enhanced  by  orientation.  Suitable  copolymers  include  copolymers  and  terpolymers  of 
vinylidine  fluoride  with  vinyl  fluoride,  trifluoroethylene,  tetrafluoroethylene,  vinyl  chloride,  and 
chlorotrifluoroethylene.  In  addition,  blends  of  vinylidine  fluoride  polymers  with  other  polymers,  e.g.  poly- 
methylmethacrylate,  are  included  provided  that  the  piezoelectric  activity  thereof  is  not  destroyed.  Preferably 
the  piezoelectric  material  comprises  a  vinylidine  fluoride  polymer,  more  preferably  polyvinylidine  fluoride 

45  and  especially  it  consists  substantially  solely  of  polyvinylidine  fluoride.  However,  not  only  piezo-polymeric 
materials  are  suitable,  but  also  piezo  ceramic  materials,  such  as  those  disclosed  in  UK  Patent  No  2012519, 
dispersed  as  a  powder  in  a  matrix  of  polymer,  such  as  neoprene. 

The  cable  may  be  of  generally  coaxial  configuration,  and  electrical  connection  may  be  made  to  the 
outer  conductor  as  required. 

50  In  a  particularly  advantageous  configuration,  the  cable  may  be  a  coaxial  piezoelectric  cable.  More 
particularly  the  cable  piezoelectric  material  may  be  PVDF  or  a  similar  material  as  described  above,  and  the 
inner  conductor  may  be  a  low  melting  point  alloy.  In  such  configurations,  it  will  be  appreciated  that  the 
advantages  of  a  cable  that  can  be  screened  against  electromagnetic  interference  are  very  conveniently 
combined  with  a  cable  having  piezoelectric  properties,  useful  for  intruder  alarms  or  the  like  for  example.  In 

55  the  present  context,  "low  melting  point"  is  understood  to  mean  that  the  melting  point  of  the  conductor  is 
lower  than  the  melting  or  softening  point  of  the  insulation  of  the  cable. 

Embodiments  of  connecting  methods  and  cable  connections,  each  in  accordance  with  the  present 
invention,  will  now  be  described,  by  way  of  example,  with  reference  to  the  accompanying  drawings,  in 

4 
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which:- 
Figure  1  shows  the  formation  of  a  connection  to  a  coaxial  piezoelectric  cable; 
Figure  2  shows  in  partial  section  the  connection  of  the  piezoelectric  coaxial  cable  of  Figure  1  to  a 

metal  connector; 
5  Figure  3  shows  a  section  through  a  splice  between  two  piezoelectric  coaxial  cables;  and 

Figure  4  shows  a  section  through  a  splice  between  one  piezoelectric  coaxial  cable  and  two  separate 
copper-cored  cables. 

Referring  to  Figure  1  ,  a  piezoelectric  coaxial  cable  2  comprises  an  inner  conductor  4  formed  from  one 
of  the  alloys  given  in  Table  1  ,  an  insulating  layer  6  formed  from  polyvinylidine  fluoride,  an  outer  conductive 

io  layer  8  formed  from  silver  paint,  and  an  outer  protective  heat  shrinkable  polymeric  jacket  10  formed  from 
polyethylene.  Although  not  shown  in  Figure  1  ,  the  cable  2  may  optionally  be  provided  along  its  length  with 
an  outer  polymeric  jacket  on  top  of  its  outer  electrode  8,  such  jacket  being  formed  from  polyvinylidine 
fluoride,  polyethylene,  ethylene  vinyl  acetate  copolymers  and  the  like.  The  outer  electrode  8  has  been 
removed  to  expose  a  portion  of  the  insulating  layer  6.  However,  because  of  the  brittle  nature  of  the  inner 

is  conductor  4,  the  insulating  layer  6  has  been  left  intact  so  that  only  the  face  of  the  conductor  4  at  the  end  of 
the  cable  2  is  exposed. 

The  outer  diameter  of  the  outer  conductor  8  is  about  1.5  mm,  and  the  diameter  of  the  solid  inner 
conductor  4  is  about  0.5  mm.  A  high  strength  solid  copper  alloy  wire  12  of  0.2  mm  to  0.25  mm  diameter  is 
coated  at  one  end  14  with  a  flux  layer  of  the  low  melting  point  material  used  to  form  the  inner  cable 

20  electrode  4.  The  wire  end  14  is  heated  to  a  temperature  at  which  the  flux  is  seen  to  start  to  melt,  such  that 
it  can  be  inserted  longitudinally  into  the  inner  conductor  4  of  the  cable  2  for  a  distance  of  3  mm  to  5  mm 
from  its  exposed  end  face  by  causing  local  melting  of  the  conductor  4  around  the  wire  end  14. 

A  portion  of  cable  similar  to  the  cable  2  of  Figure  1  was  subjected  to  a  cyclical  ageing  test  during  which 
the  cable  was  maintained  at  -55  °C,  for  one  hour,  raised  to  +75°C  in  about  20  seconds,  and  maintained  at 

25  the  higher  temperature  for  a  further  hour.  After  this  cycle,  cooling  was  quickly  effected  to  -55  °C,  and  the 
cycle  repeated.  The  resistance  of  the  inner  conductor  4  and  the  inserted  wire  12  over  a  50  mm  length  from 
a  point  X  (Figure  1)  just  outside  the  cable  to  a  point  Y  at  the  other  end  was  measured  at  the  start,  after  66 
cycles,  and  again  after  86  cycles.  This  was  done  for  eight  samples,  and  the  test  results  are  given  in  Table  2 
below. 

30 

Table   2 

35 
Sample  R e s i s t a n c e   at  R e s i s t a n c e   a f t e r   R e s i s t a n c e   a f t e r  
Number  s t a r t   (m.ohm)  66  c y c l e s   (m.ohm)  86  c y c l e s   (m.ohm) 

1  34  36  36 

2  43  40  40 

3  40  45  43 

45  4  35  35  37 

5  43  45  45 

6  36  37  39 

7  39  38  38 

8  36  39  38 

55 
It  is  seen  from  Table  2  that  no  significant  change  in  resistance  is  detected  in  any  of  the  samples  even 

after  86  cycles  of  the  strenuous  thermal  cycling  test,  using  the  connection  of  the  present  invention.  Tests 
with  a  crimp  connection,  radially  through  the  insulation  and  on  to  the  inner  conductor  of  a  cable  of  similar 

5 
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construction  to  that  of  cable  2  show  a  very  significant  increase  in  resistivity  during  such  a  test,  indicating 
that  a  crimp  connection  tends  to  work  loose  under  such  thermal  shock  testing,  this  clearly  being 
undesirable.  The  test  results  of  Table  2  fully  support  the  belief  that  soldering  of  the  wire  12  to  the  conductor 
4  has  been  effected  along  substantially  the  whole  length  of  the  inserted  wire  portion  14.  Furthermore,  under 

5  a  loading  test  in  which  the  cable  2  was  supported  and  a  gradually  increasing  load  was  attached  to  the  wire 
12,  the  soldered  joint  remained  intact  so  that  the  wire  did  not  pull  out  even  at  high  loadings.  Ultimately, 
under  a  load  of  20  Newtons,  the  wire  12  broke.  In  some  samples  this  occurred  outside  the  cable  2,  in  other 
samples  this  occurred  inside  the  conductor  4  of  the  cable  2. 

The  cable  2  of  Figure  1  is  shown  in  Figure  2  with  a  connector  16  attached  thereto.  The  connector  16 
io  comprises  an  elongate  brass  housing  18  and  a  cover  20  that  fits  thereinto,  and  is  so  arranged  that  an  L- 

shaped  connection  is  formed  to  the  cable  2.  However,  it  will  be  appreciated  that  with  only  slight 
modifications  an  in-line  connection  may  easily  be  achieved  if  such  a  configuration  were  required.  Thus,  the 
cable  2  is  arranged  to  sit  in  the  housing  16  with  the  flexible  wire  12  bent  through  90°  of  arc  after  leaving 
the  conductor  4  and  is  crimped  and/or  soldered  into  a  hollow  brass  pin  22  that  is  located  in  an  insulating 

is  plastics  liner  24  mounted  in  the  housing  18.  The  pin  22  engages  with  a  further  electrical  contact  26  that 
extends  from  the  housing  18  and  that  is  retained  with  an  insulating  plastics  insert  28  within  an  end  portion 
30  of  the  brass  housing  18. 

A  stranded  copper  conductor  32  is  connected  at  one  end  to  the  outer  conductor  8  of  the  piezoelectric 
cable  2  by  a  silver  coated  adhesive,  and  extends  into  the  connector  16  to  be  soldered  at  34  to  the  brass 

20  housing  18.  The  space  within  the  connector  16  around  the  conductors  12  and  32,  and  around  the  end  face 
of  the  cable  2  is  filled  with  an  electrically  insulating  potting  compound  36.  The  connector  lid  20  is  placed 
into  its  recess  in  the  housing  18,  which  is  then  flanged  over,  thereby  securely  clamping  the  cable  2  within 
the  connector  16.  Accordingly,  not  only  is  strain  relief  provided  for  connection  to  the  cable  2,  but  the  cable 
2  can  now  be  conveniently  and  safely  connected  into  an  electrical  circuit  or  to  other  electrical  equipment. 

25  To  this  end,  it  is  to  be  noted  that  the  connector  contact  26  and  housing  18,  insulated  from  each  other  by  the 
components  22  and  28,  continue  the  electrical  paths  from  the  inner  and  outer  conductors  4  and  8 
respectively  of  the  piezoelectric  cable  2.  The  connector  16  may  be  plugged  in  to  other  equipment,  or 
electricial  leads  may  be  taken  therefrom  to  a  printed  circuit  board,  for  example  flexprint,  as  required.  One 
application  of  a  cable  such  as  cable  2  is  in  an  intruder  alarm,  and  the  connector  16  may  be  connected  to  a 

30  suitable  detection  circuit. 
Referring  to  Figure  3,  a  piezoelectric  coax  cable  40  of  the  same  configuration  as  cable  2  has  a  copper 

wire  42  extending  from  an  inner  electrode  (not  shown)  thereof.  The  wire  42  is  soldered  at  44  to  the 
extended  central  conductor  46  of  a  further  coax  cable  48.  The  coax  cable  48  and  the  conductor  46  may 
correspond  to  the  cable  40  and  wire  42,  but  may  alternatively  be  a  standard  coax  cable  wherein  the 

35  conductor  46  is  an  extension  of  the  solid  copper  conductor  thereof.  An  inner  metal  tube  50  surrounds  the 
soldered  joint  44,  and  the  space  therewithin  is  filled  with  adhesive.  The  tube  50  is  then  enclosed  with  an 
insulating  heat  shrinkable  polymeric  sleeve  52.  An  outer  metal  tube  54  extends  between  the  outer 
electrodes  of  the  cables  40  and  48  to  continue  the  shielding  therebetween,  and  this  is  enclosed  within  a 
further  insulating  heat  shrinkable  polymeric  sleeve  56  to  complete  the  cable  splice. 

40  Figure  4  shows  a  further  splice  involving  a  coax  cable  70,  which  may  be  a  piezoelectric  cable,  that  has 
a  high  strength  conductor  72  soldered  into  a  low  melting  point  inner  conductor  74.  The  cable  outer 
conductor  76  is  cut  back  to  expose  an  end  of  the  cable  insulation  78.  It  is  required  to  splice  the  conductors 
of  the  cable  70  to  respective  conductors  of  two  single  wire  cables  80  and  82. 

The  cable  80  comprises  a  solid  copper  conductor  84  enclosed  within  and  extending  from  polyvinylch- 
45  loride  (PVC)  insulation  86.  The  conductors  72  and  84  are  soldered  together  and  encased  within  an  epoxy 

insulating  adhesive.  A  heat  shrinkable  insulating  polymeric  protective  sleeve  88  is  recovered  over  the  solder 
joint,  and  extends  on  to  the  insulation  78  and  86  of  the  cables  70  and  80  respectively.  The  cable  82 
comprises  a  stranded  copper  conductor  90  and  PVC  insulation  92.  The  conductor  90  is  exposed  at  one  end 
of  the  cable  82  and  the  strands  are  splayed  out  and  secured  by  adhesive  around  about  50%  of  the  curved 

50  surface  of  the  outer  conductor  76  of  the  coax  cable  70.  The  splice  is  completed  by  recovery  of  an  outer 
heat  shrinkable  insulating  polymeric  sleeve  94  that  extends  around  the  outer  conductor  76  (and  any 
outermost  protective  cable  jacket  thereon)  of  the  coax  cable  70,  across  the  soldered  and  adhesive  joints, 
and  around  the  insulating  jackets  of  each  of  the  cables  80  and  82,  thereby  to  provide  electrical  protection 
and  mechanical  protection,  including  strain  relief,  of  the  cable  connections. 

55  It  will  be  appreciated  that  although  several  embodiments  of  cable  connection  in  accordance  with  the 
present  invention  have  been  described,  other  configurations  may  be  adopted  to  suit  particular  cir- 
cumstances.  For  example,  it  is  envisaged  that  where  two  or  more  cables  each  in  accordance  with  the 
present  invention  and  of  coaxial  configuration  are  to  be  connected  to  respective  ones  of  other  cables,  it  may 
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be  desirable  or  convenient  to  connect  together  all  of  the  outer  conductors,  for  connecting  to  a  single 
earthing  conductor  for  example.  The  other  cables  may  also  be  in  accordance  with  the  present  invention, 
may  be  conventional  coaxial  cables,  or  may  be  flat  cables,  for  example. 

5  Claims 

I.  A  method  of  forming  an  electrical  connection  to  an  electric  cable  (2,  40,  70)  having  a  conductor  (4,  74) 
surrounded  by  electrical  insulation  (6,  78),  wherein  (i)  a  conductive  piercing  member  (14,  42,  72)  is 
heated  to  at  least  the  softening  temperature  of  the  conductor,  thereby  to  produce  local  softening  of  the 

io  conductor,  (ii)  the  piercing  member  is  inserted  into  the  conductor  so  as  to  leave  a  portion  of  the 
piercing  member  extending  from  the  cable,  the  piercing  member  being  sufficiently  rigid  at  the  softening 
temperature  of  the  conductor  for  such  insertion  to  take  place,  and  (iii)  allowing  the  piercing  member 
and  the  conductor  to  cool,  to  form  a  solder  joint  therebetween. 

is  2.  A  method  according  to  claim  1,  wherein  the  heating  of  the  piercing  member  is  effected  before  it  is 
inserted  into  the  conductor. 

3.  A  method  according  to  claim  1  or  2,  wherein  the  piercing  member  is  inserted  into  the  conductor 
substantially  longitudinally  therealong  at  the  end  of  the  cable. 

20 
4.  A  method  according  to  any  preceding  claim,  wherein  electrical  connection  (44)  is  made  to  that  portion 

of  the  piercing  member  extending  from  the  cable. 

5.  An  electric  cable  (2,  40,  70)  comprising  a  conductor  (4,  74)  surrounded  by  electrical  insulation  material 
25  (6,  78),  and  a  piercing  member  (14,  42,  72)  retained  within  the  conductor  and  extending  from  the  cable, 

wherein  the  softening  temperature  of  the  conductor  is  below  that  of  the  piercing  member,  and  the 
piercing  member  is  sufficiently  rigid  at  the  softening  temperature  of  the  conductor  to  allow  its  insertion 
in  the  conductor,  and  the  conductor  and  piercing  member  are  soldered  together  by  means  of  the 
conductor  material. 

30 
6.  A  cable  according  to  claim  5,  wherein  the  piercing  member  extends  substantially  longitudinally  along 

the  conductor. 

7.  A  cable  according  to  claim  5  or  6,  wherein  the  conductor  has  a  melting  point  of  not  more  than  170°  C. 
35 

8.  A  cable  according  to  claim  7,  wherein  the  melting  point  of  the  conductor  is  in  the  range  of  from  50  °C 
to  150°  C. 

9.  A  cable  according  to  any  of  claims  5  to  8,  of  coaxial  configuration. 
40 

10.  A  cable  according  to  any  of  claims  5  to  9,  wherein  the  cable  is  a  piezoelectric  cable  having  an  outer 
electrical  conductor  (8,  76),  and  wherein  the  insulation  material  is  piezoelectric. 

II.  A  cable  according  to  claim  9  or  10,  wherein  electrical  connection  is  made  to  said  outer  electrical 
45  conductor. 

12.  A  connection  between  a  cable  according  to  any  of  claims  5  to  11  and  at  least  one  other  cable  (48,  80, 
82). 

50  13.  A  connection  according  to  claim  12,  wherein  the  or  at  least  one  other  cable  comprises  a  piezoelectric 
cable. 

Patentanspruche 

55  1.  Verfahren  zur  Herstellung  einer  elektrischen  Verbindung  mit  einem  elektrischen  Kabel  (2,  40,  70)  mit 
einem  von  einer  Isolierung  (6,  78)  umschlossenen  Leiter  (4,  74),  bei  welchem  (I)  ein  leitfahiges 
Einfuhrteil  (14,  42,  72)  mindestens  auf  die  Erweichungstemperatur  des  Leiters  erwarmt  und  dabei  eine 
ortlich  begrenzte  Erweichung  des  Leiters  herbeigefuhrt  wird,  (II)  das  Einfuhrteil  so  in  den  Leiter 
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eingefuhrt  wird,  da/S  ein  Teil  des  Einfuhrteils  uber  das  Kabel  uberstehend  bleibt,  wobei  das  Einfuhrteil 
bei  der  Erweichungstemperatur  des  Leiters  fur  ein  Einfuhren  in  dieser  Art  ausreichend  steif  ist,  und 
man  (III)  das  Einfuhrteil  und  den  Leiter  zur  Bildung  einer  Lotverbindung  zwischen  diesen  abkuhlen  la/St. 

5  2.  Verfahren  nach  Anspruch  1,  bei  welchem  das  Einfuhrteil  vor  seiner  Einfuhrung  in  den  Leiter  erwarmt 
wird. 

3.  Vorfahren  nach  Anspruch  1  oder  2,  bei  welchem  das  Einfuhrteil  in  den  Leiter  im  wesentlichen  in  dessen 
Langsrichtung  am  Kabelende  eingefuhrt  wird. 

10 
4.  Verfahren  nach  einem  der  vorhergehenden  Anspruche,  bei  welchem  die  elektrische  Verbindung  (44) 

mit  dem  Teil  des  Einfuhrteils  hergestellt  wird,  das  aus  dem  Kabel  ubersteht. 

5.  Elektrisches  Kabel  (2,  40,  70)  mit  einem  von  einer  Isolierung  (6,  78)  umschlossenen  Leiter  (4,  74)  und 
is  einem  im  Inneren  des  Leiters  gehaltenen  und  uber  das  Kabel  vorstehenden  Einfuhrteil  (14,  42,  72),  bei 

welchem  die  Erweichungstemperatur  des  Leiters  unter  der  Erweichungstemperatur  des  Einfuhrteils 
liegt,  und  das  Einfuhrteil  bei  der  Erweichungstemperatur  des  Leiters  ausreichend  steif  ist,  urn  in  den 
Leiter  einfuhrbar  zu  sein,  und  wobei  der  Leiter  und  das  Einfuhrteil  mit  Hilfe  des  Leitermaterials 
miteinander  verschwei/St  werden. 

20 
6.  Kabel  nach  Anspruch  5,  bei  welchem  sich  das  Einfuhrteil  im  wesentlichen  in  Langsrichtung  des  Leiters 

erstreckt. 

7.  Kabel  nach  Anspruch  5  oder  6,  bei  welchem  der  Leiter  einen  Schmelzpunkt  von  hochstens  170°C 
25  aufweist. 

8.  Kabel  nach  Anspruch  7,  bei  welchem  der  Schmelzpunkt  des  Leiters  im  Bereich  zwischen  50  °C  und 
150°C  liegt. 

30  9.  Kabel  nach  einem  der  Anspruche  5  bis  8,  das  eine  koaxiale  Ausbildung  aufweist. 

10.  Kabel  nach  einem  der  Anspruche  5  bis  9,  bei  welchem  das  Kabel  ein  piezoelektrisches  Kabel  mit 
einem  au/Senliegenden  Stromleiter  (8,  76)  ist  und  das  Isoliermaterial  piezoelektrische  Eigenschaften 
besitzt. 

35 
11.  Kabel  nach  einem  der  Anspruche  9  oder  10,  bei  welchem  die  Verbindung  mit  dem  au/Senliegenden 

Stromleiter  hergestellt  wird. 

12.  Verbindung  zwischen  einem  Kabel  nach  einem  der  Anspruche  5  bis  11  und  mindestens  einem  weiteren 
40  Kabel  (48,  80,  82). 

13.  Verbindung  nach  Anspruch  12,  bei  welchem  das  andere  bzw.  das  mindestens  eine  weitere  Kabel  ein 
piezoelektrisches  Kabel  aufweist. 

45  Revendicatlons 

1.  Procede  pour  former  une  connexion  electrique  sur  un  cable  electrique  (2,  40,  70)  ayant  un  conducteur 
(4,  74)  entoure  d'un  isolant  electrique  (6,  78),  dans  lequel  (i)  un  element  conducteur  (14,  42,  72)  de 
pergage  est  chauffe  au  moins  a  la  temperature  de  ramollissement  du  conducteur,  afin  de  produire  un 

50  ramollissement  local  du  conducteur,  (ii)  I'element  de  pergage  est  insere  dans  le  conducteur  afin  de 
laisser  une  partie  de  I'element  de  pergage  faire  saillie  du  cable,  I'element  de  pergage  etant  suffisam- 
ment  rigide,  a  la  temperature  de  ramollissement  du  conducteur,  pour  que  cette  insertion  ait  lieu,  et  (iii) 
a  laisser  I'element  de  pergage  et  le  conducteur  refroidir  pour  former  un  joint  soude  entre  eux. 

55  2.  Procede  selon  la  revendication  1  ,  dans  lequel  le  chauffage  de  I'element  de  pergage  est  effectue  avant 
qu'il  soit  insere  dans  le  conducteur. 

3.  Procede  selon  la  revendication  1  ou  2,  dans  lequel  I'element  de  pergage  est  insere  dans  le  conducteur 
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sensiblement  longitudinalement  a  ce  dernier,  a  I'extremite  du  cable. 

.  Procede  selon  I'une  quelconque  des  revendications  precedentes,  dans  lequel  une  connexion  electrique 
(44)  est  realisee  sur  la  partie  de  I'element  de  pergage  faisant  saillie  du  cable. 

.  Cable  electrique  (2,  40,  70)  comprenant  un  conducteur  (4,  74)  entoure  d'une  matiere  (6,  78)  d'isolation 
electrique,  et  un  element  de  pergage  (14,  42,  72)  retenu  a  I'interieur  du  conducteur  et  faisant  saillie  du 
cable,  dans  lequel  la  temperature  de  ramollissement  du  conducteur  est  inferieure  a  celle  de  I'element 
de  pergage,  et  I'element  de  pergage  est  suffisamment  rigide,  a  la  temperature  de  ramollissement  du 
conducteur,  pour  pouvoir  etre  insere  dans  le  conducteur,  et  le  conducteur  et  I'element  de  pergage  sont 
soudes  entre  eux  au  moyen  de  la  matiere  du  conducteur. 

.  Cable  selon  la  revendication  5,  dans  lequel  I'element  de  pergage  s'etend  sensiblement  longitudinale- 
ment  au  conducteur. 

.  Cable  selon  la  revendication  5  ou  6,  dans  lequel  le  conducteur  a  un  point  de  fusion  ne  depassant  pas 
170°C. 

.  Cable  selon  la  revendication  7,  dans  lequel  le  point  de  fusion  du  conducteur  est  dans  la  plage  de  50°  C 
a  150°C. 

.  Cable  selon  I'une  quelconque  des  revendications  5  a  8,  de  configuration  coaxiale. 

0.  Cable  selon  I'une  quelconque  des  revendications  5  a  9,  dans  lequel  le  cable  est  un  cable  piezoelectri- 
que  ayant  un  conducteur  electrique  exterieur  (8,  76),  et  dans  lequel  la  matiere  isolante  est  piezoelectri- 
que. 

1.  Cable  selon  la  revendication  9  ou  10,  dans  lequel  une  connexion  electrique  est  realisee  sur  ledit 
conducteur  electrique  exterieur. 

2.  Connexion  entre  un  cable  selon  I'une  quelconque  des  revendications  5  a  11  et  au  moins  un  autre  cable 
(48,  80,  82). 

3.  Connexion  selon  la  revendication  12,  dans  laquelle  I'autre  cable  ou  au  moins  un  autre  cable  comprend 
un  cable  piezoelectrique. 
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