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Annomayun: Ynerpazpykosas csapka (Y3C) MeTayuIoB MO3BOISIET MOTYYaTh TBEPAO(ha3HbIE COSTNHEHNS MEKIY TOH-
KHAMH 3arOTOBKaMH U OTHOCHUTCS K 3HEPro3()(eKTUBHBIM 3KOJIOTUYECKH YACTHIM TexHonorusM. [llnpokoe ucnons3oBaHme
9TOH TEXHOJOTUH CACPKUBACT HEBBICOKAS IIPOYHOCTD IOyJaEMBIX COEAMHEHUH M HECTaOMIBHOCTh MX CBOWCTB. OmHNM
13 cr0cOOO0B MOBBIIICHHUS MPOYHOCTHBIX XapaKTEPHCTHK SBIAETCS pa3pabOTKa CBAPOYHOTO MHCTPYMEHTA, 00ECIIeunBaro-
IIETO CTaOMIBHYIO Iepeady SHEpPTUH yAbTPa3BYKOBBIX KOJIEOAHUH B 30HY cCOeMHEHMA. J[JIs 9TOro Ha MOBEPXHOCThH CBa-
POYHOTO HAKOHCUHHUKA M HAKOBaJbHHU HAHOCAT peiibed ¢ 3yOIlaMu WK MUPaMUIKaMU Pa3sHOil pOPMBI U BRICOTHL. B pabore
NIPE/ICTaBJICHBI IaHHbIE 00 YCHIMAX U paboTe pa3pyLIeHUs HaXJIECTOYHBIX COCIUHEHHH, ITOJYyYEHHbIX TOYEUHOH yIbTpa-
3BYKOBOW CBapKOW IUIACTHH MEIM MHCTPYMEHTOM ¢ BbicOTOM 3yO10B 0,1 u 0,4 mMm. ¥Y3C mpoBomwiu ¢ vactoToit 20 [y
U aMIuuTyaoi KoneOanuid 18—20 MKM, JJIMTEIHHOCTH CBAapKH COCTaBIsIa 2 M 3 €, BEJIMYMHA CXKHMAIOIICH Harpy3ku
2,5 kH. B pabote paccMOTpeHbI OCOOCHHOCTH Pa3pyILICHHS MOJYYCHHBIX COCAMHCHHHA WM PACIpEICiICHHS HOPMAIbHBIX
nedopMmanuii B cBapHOH TOUKE, pacCUMTaHbI KO3()(HUIIMEHTH HHTEHCHBHOCTH HANpPsDKEHUH B ee oKpecTHOCTX. [lokasaHo,
gyro nocie Y3C B TeueHHe 3 ¢ MOKa3aTelIH NMPOYHOCTH COSIUHEHHH, MONYyYCHHBIX PA3HBIM MHCTPYMEHTOM, NOCTHIAIOT
HanOONBIINX 3HAYEHUH, OHU ONM3KM 1O BEIWYHMHE, OJHAKO Pa3dpoc SKCIEPUMEHTAIbHBIX JAaHHBIX BABOE MEHBIIE IOCIIE
CBapK{ MHCTPYMEHTOM C MEIKNMH 3yonamu. CoeanHeHNs, TOTy9YeHHbIE TAKIM HHCTPYMEHTOM, Pa3pyIlIaloTcs M0 MOBEpX-
HOCTH COCIMHEHHS, a MOCIIe CBApKH MHCTPYMEHTOM C KPYIHBIMH 3yOIlaMU — C OTPBIBOM CBApHOM TOYKH, YTO OOBSICHSAETCS
yBelIM4YeHHeM K03 (uIMeHTa HHTCHCHBHOCTHU HANPSDKEHUH B BEpIIMHE KOHIIEHTPATOPa, OKPYXKAIOLIEro CBApHYIO TOUKY.

Knioueevie cnosa: Menp; ynbTpa3ByKOBasi CBapKa METAJUIOB; TBepAOo(a3sHOe COeNUHEHHE; MPOYHOCTh COCANHEHUIT;
penbed cBapouHOro HHCTPYMEHTA; KO3()(OUIMEHT HHTCHCUBHOCTH HATPSKCHUH.
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BBEJIEHUE

VnpTpasBykoBas cBapka (Y3C) MeTamioB OTHOCHTCS
K 9Hepro3(h(eKTUBHBIM IKOJOTHYECCKH YACTHIM TEXHOJIOTHSM,
KOTOpbI€ TPUMEHSIOTCS MPEUMYILIECTBEHHO I TONTYyYeHHUS
ANIEKTPUUYECKUX KOHTAKTOB B aBTOMOOWMJIBHOM W DIIEKTPOTEX-
HHYECKOl mpoMslieHHOCTH [1]. B HacTosmiee Bpems meTo-
oM Y3C momyqaroT COSNMHEHUS! METaNTMUECKUX 3ar0TOBOK
13 JINCTOB, JICHT, (DOJIBT, TIPOBOJIOKH CEUEHHUEM JI0 3 MM.

HecMoTpst Ha psig mpeuMyliecTB, MIMPOKOE HUCHOJb-
3oBaHue Y3C MeTajuloB OTPaHUYEHO M3-3a HEBBICOKOU
MPOYHOCTH MOJYYEHHBIX COCAMHEHUH M IIHPOKOIO pas-
Opoca (HECTaOWIBHOCTH) pPE3YAbTATOB MEXaHHYCCKUX
ucnblTaHu# [2; 3]. DT0 BO MHOTOM CBSI3aHO C MaJIOW Be-
JIMYUHOW W HEPaBHOMEPHBIM paclpeiesieHueM IO II0-
maayd cBapHOM TOYKHM AedopMaivii, KOTOpble HEOOX0au-

© lasxmeTtona J.P., 2025

MBI JIsi 00pa30BaHUsl M YBEIWYEHHUS IUIOMAINA OYaroB
cxBaTbIBaHuA [4; 5].

Pacnpenenenne u BenuuuHa AedopMaiiv 3aBUCST OT
TEMIIEPATYPHI B 30HE COEIMHEHMS], TOJIIMHBI CBAPUBAEMBIX
3aroTOBOK, UX TEIUIOPH3MUSCKUX U MEXaHHUECKUX CBOWCTB
u pexumoB Y3C, mpexnae BCero NoJBOAMMON HSHEPruu,
MPONIOPLIMOHAILHON BpEMEHU BO3JIEUCTBUSL YJIBTPa3ByKa,
u cxumMaroniero nasieHus [6—8]. I[Ipu BeiOpaHHOM naBie-
HUY Ha HadaldbHBIX dTanax ¥Y3C BepXHsisl TUIACTHHA JIOJDKHA
CKOJIB3UTH TI0 HIDKHEH, oOecrednBasi yAaJlleHue OKCHIHBIX
IJIEHOK U 3arpsA3HEHUN ¢ KOHTAKTUPYIOIIUX [IOBEPXHOCTEH,
a TaK)Ke X pa3orpeB 3a cueT TpeHus. Ha KOHEUHBIX 3Tamnax
MpoIiecca 3TO ke JABJICHHE JIOJDKHO OBITh JTOCTATOYHBIM
JUISL 3aJICYMBAHUS HECIUIOIIHOCTEH B 30HE COCJIMHECHHS Me-
TaoB, pazorpetsix 10 0,4-0,8 Tm [1; 3].
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s mepenadn 3HEPTUH YABTPAa3BYKOBBIX KOJIeOaHUH OT
BOJTHOBOJIA B 30HY COCIMHEHUS Ha MOBEPXHOCTH CBAPOIHOTO
HAKOHEYHNKAa W HAKOBAJIbHM HAHOCAT HACEYKH pa3HOU
topms u TiryoussE [1; 9—11]. Ha moBepxHOCTH HHCTPYMEH-
Ta co3maeTcs penbed, 00pa3OBaHHBIM NHPAMHUIKAMHU WA
3yOIamu, BBICOTa W TIEPHOIUYHOCTD PACIOIOKEHUS KOTO-
pPBIX COCTaBsIET JOJIM MHJUIMMeTpa. BHenpenue 3y0-
LIOB/IIMPaMU/IOK B COEIMHSIEMBIC 3arOTOBKH OOECIICUUBACT
MX KOHTaKT C HHCTPYMEHTOM, HO COIPOBOXJIAETCSI IKCTPY-
3ueil (BBIIaBIMBAHUEM) METajula BO BIAJMHBI Ha TOBEpPX-
HOCTH MHCTpyMeHTa. B pesynbrare pacnpenenenue aedop-
Manuii B 00JlacTH CBapHOW TOYKM CTAHOBHUTCS TEpHOIHYE-
ckmM [1; 5; 11].

B paGote [5] Opmia ycraHOBICHA OIJHO3HAYHAsT KOppe-
JAIHA MEXIy pachpenelieHneM HOpPMaJbHBIX aedopMaruii
B LEHTPAJbHOM CEYEHHWU CBAapHOM TOYKM U JIMHEWHOH
MJIOTHOCTBIO COEAMHEHHNA. B ONUCaHHBIX 3KCIIEPUMEHTAX
VIAOBJIETBOPUTEIBHYIO INIOTHOCTB, COCTABIIONIYIO HE Me-
Hee 70 %, HaOMomanu B Tex oOmacTiIX, rae oOpasern Moj-
Bepraycs cxaruto Ha 15 % u Oonee. IIpu 3TOM B coceHUX
06HaCT§IX, TAC METAJIJI BhIAABJIMBAJICA BO BIIaJIWHBI UHCTPY-
MeHTa, ObUIM 3a(hHMKCUPOBAHBI pacTsAruBaroiiue nehopma-
LMW, U JIMHEWHAas IJIOTHOCTh COEAMHEHWI yMEHbIIalach
1m0 5 %. JlocraTouHble Ui 3aJIYUBAHUS JAC(PEKTOB CHKH-
Maromue aepopMaiui MOTYT JOCTUTAThCS MOCIE TOTO, KaK
3yOIIBI HHCTPYMEHTA MOTHOCTHIO BHEIPSATCS B IOBEPXHOCTH
COCIMHSAECMBIX TNTACTHH U BIAJWHBI TOTHOCTHIO 3aIIOTHATCS
MeTaJIoM [4], 9TO MOXKET MPHUBOIUTH K POCTY MPOYHOCTH
coequHEHUH. MOXHO OXKHIATh, YTO C YMEHBIICHHUEM BBICO-
ThbI 3y6HOB X BHCAPCHHUC B MOBCPXHOCTH IJIACTHUH 6y):[eT
NPOUCXOIUTH OBICTpEe, M MPHU MPOYHMX PABHBIX YCIOBHAX
Y3C obpa3ser; B cBapHO# TOUYKe OyleT HCHBITHIBATH CHKH-
Marouye JnegopManuy, J0CTaTOYHbIe AJsi 00pa3oBaHHs
CBapHbIX COEAMHEHUN BBICOKOM IIPOYHOCTH.

Lens paGoTel — MpOaHAIU3UPOBATH MPUYNHBI H3MEHE-
HUH yCHIMH M THNA pa3pylIeHHUs HAXJICCTOYHBIX COEIHHE-
HUN MeaM, INOJIyYEHHBIX TOYEYHOM YJIBTpPa3ByKOBOM cBap-
KO MHCTPYMEHTOM C Pa3HOH BBICOTOHN 3yOIIOB.

METOJIUKA ITPOBEJEHUS NCCIIEJOBAHUS

Jlnst BBINIOJIHEHUST DKCHEPUMEHTOB HCIIOJIB30BAIN TUIA-
CTHHBI Me/IM pasmMepoM 50x20 MM”, BHIPE3aHHbIE 3 JTHCTOB
tomuuHor 0,8 MM, mpousBoactea OO0 «Jlertspckuit me-
Ta;typrudeckuii 3aBoay», . ExarepunOypr (Poccust). Xu-
MHYECKHH COCTaB JMCTOB, YKa3aHHBIH B cepTU(HKATE IIPO-
W3BOAMTEIS, IPENICTaBIIEH B Tabnuie 1.

Ilepen crapkoii mmacTuHE HUTH(OBATH Ha abpa3wBHOI
Oymare 3epamcTocThi0 P240 mom yrmmom 45° k mimHHON
CTOPOHE ITACTHHBI M 00E3KUPUBAIIH CITUPTOM U AI[CTOHOM.
Takas TONTrOTOBKAa ITO3BONSAET HAACKHO OTINYATH CIICHBI
CKOJIB)KCHHMSI, BO3HUKaromue Bo Bpems Y3C, U IapamnuHBL,
MOSIBIIIOIINECS BO BPeMsI MEXaHWYECKMX WCIBITAHUN Ha
MOBEPXHOCTAX Pa3pyIlEHUs, OT CJIEAOB INPEABAPUTEIHHOI
00pabOTKH MTOBEPXHOCTEH IIACTHH.

V3C npoBoawiu Ha J1aOOPATOPHON YCTAHOBKE, M3TOTOB-
nennoit B UTICM PAH (Poccust) u ycremHo Hcnoib30BaHHOM
IpU cBapKe IUIacTUH TUTaHa [12], Hukens [13] u memu [14].
Hcnonp30Bay  CBapOYHbIE HAKOHEYHUKH C ONMHAKOBBIMHU
pasMepaMi TUIOMAN0K, 6X6 MM, 1 pebehoM B BHIE 3y6LIOB
pasHoii BeicoTel: H=0,4 MM u H=0,1 MM (puc. 1). Penbed
HaKOBaJbHU COOTBETCTBOBAJ penbedy HaKOHEUHMKa. [lanee
B TEKCTE MHCTPYMEHT ¢ BBICOTOU 3yOrmoB H=0,1 MM Ha3BaH
MHCTPYMEHTOM «C MEJIKHMH 3yOlaMiu» WM «TOHKUMY, a WH-
CTPYMEHT ¢ BBICOTOHM 3yO1noB H=0,4 MM — WHCTPYMEHTOM
«C KPYIHBIMH 3yOLIaMU» UITH «TPYOBIM».

V3C Bomonssm ¢ yactotoit 20 k11 1 aMmmuTyoil Kose-
Oanumii BonHOBozma 18-20 mxMm. KoneGanust BoiHOBo#a ObLTH

Taonuua 1. Xumuueckuii cocmas ucciedosannozo mamepuana no I'OCT 859-2014, mac. %
Table 1. Chemical composition of the investigated material according to GOST 859-2014, wt. %

Pb S Ni HApyrue

99,96 0,02 0,004 0,003

0,003 0,002 0,001 <0,03

Puc. 1. Pomozpaghus c6apounbix HAKOHEUHUKO8, UChOTb308anHbIX npu Y3C:
cnesa — Hakoneunux ¢ 3yoyamu H=0,1 mm, cnpasa — ¢ 3yoyamu H=0,4 mm
Fig. 1. Photograph of welding tips used in ultrasonic welding:
on the left — a tip with teeth of H=0.1 mm, on the right — with teeth of H=0.4 mm
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NapajyiesIbHbl KOPOTKOM CTOPOHE IUIACTHH. YCHIIME CKATHA
cocTaBisuio 2,5 kKH, BpeMst BO3nelCTBYSI YIbBTpa3Byka —2 1 3 C.

IIpouHocTHBIE CBOMCTBA COEIUHEHNI OLIEHUBAIIH T10 pe-
3yAbTaTaM HCIBITAHUHA Ha COBUT PACTSHKEHHEM B COOTBET-
cteun ¢ pexomeHmamusamu [OCT 6996-66. Hcnbitanus
MIPOBOAVIIN Ha YHUBEPCAJbHOH HCIBITATEIIFHOW MAaIlIiHEe
Instron 5982 (Aumus) npu KOMHATHOM TeMmIepaTrype co
CKOPOCTBIO JIBOKEHHSI TPABEPCHI MCIBITATEILHON MaIIMHBI
1 Mm/MuH. B Xonme uchbiTaHuil (PUKCHPOBAIM BEIUYUHY
nepeMeIneHus TpaBepcsl (/, MM) U COOTBETCTBYIOIICE YCH-
nue HarpyxeHus (F, H). MakcumaibHoe (ITMKOBOE) 3Haue-
HUe F=F,, CUMTaJlM YyCWIMEM pa3pylicHus oOpasia.
[Mnomane mox kpuBoi F(I), OrpaHHMYCHHYIO 3HAYCHHEM
Fiax, IPHHAMANHN 32 paboTy pa3pymIeHHs CBapHBIX COEIH-
uennit (4, JIx). Cpennue 3Ha9eHUA yCIAN (Fiay) B pabo-
THI paspymenns (A) CBapHBIX COCIMHEHHH, MOTyIEHHBIX
V3C pa3HBIM HHCTPYMEHTOM IO Ka)KJOMY PEXHMY, IIOITY-
YJaly 1O pe3yibraTaM HCIBITAaHHH He MeHee 4 00pasIoB.
3a BENMYMHY CTaTUCTUYECKOH MOTPENIHOCTH MPHUHUMAIIH
CTaHJIapTHOE OTKJIOHEHHE.

IToBepxHOCTH pa3pyllIeHHUs UCIBITAHHBIX 00pa3IoB HC-
CeZoBalM HAa PACTPOBOM 3JIEKTPOHHOM MHUKPOCKOIIE
TESCAN MIRA 3 LMH FEG (Yexus) B pexumMe BTOpHY-
HBIX 3JIEKTPOHOB IpHU yBenudeHusx ot %20 xo x2000.

[ryOunHy BHenpeHUs 3yOLOB HAKOHEYHHKA M3MEpPSUTH Ha
HHCTPYMEHTAIFHOM MHUKPOCKOIIE B IIEHTPaJbHOM CCUCHHU
CBapHOW TOYKHM, MapayUIeTbHOM HAIpaBICHUIO BUOpamuu
HaKoHEeYHHKA. [Ipy BBHITOTHEHWH M3MEPEHUH (PUKCHPOBAIN
KOODPIMHATHI IEHTpa OTIIeYaTKa KakKI0ro 3yOla W BIaIUHBI
HaKOHEUYHHKA (X;; J;), @ TaKKe TOJIMHY CBapeHHOro oOpas-
1a B 910i Touke (4;). Bennunny HopmaibHOU nedopmanuu
obpazna (e,, %) B KaKIOW TOUYKE PACCUUTHIBAIHM Kak
€,=100x(h—~hy)/hy, THE h) — TOMIHMHA TBYX UCXOMHBIX ITIa-
ctuH. Ilo pesynbpraraM pacueTa CTPOWIM pacHpeneieHus
HOPMaJIBHBIX JleOopManvii U MIyOWHBI BHEIpEHHs 3yOLOB
HHCTPYMEHTA B IIEHTPAJIBHOM CEYCHHH CBapHOTro o0Opasia.
Metomuka 3THX H3MEPEHUH W TIOCTPOSHHS pachpeaeIcHui
HOpPMallbHBIX Jaedopmanuii oOpas3a HOAPOOHO omHcaHa
U TIPOWJLTIOCTPUpPOBaHa B padote [5]. JomomHUTENBEHO TTy-
OuHy BHEIpEHUS 3yOII0OB M3MEPSUIH B TICPUPEPUITHBIX cede-

HUSIX CBapHBIX TOUYEK, a TAKXKE I10 OTIeYaTkaM HAKOHEYHH-
KOB Ha CBapeHHBIX oOpasuax, pukcupys uamMeHeHHE (o-
KyCHOT'O PAacCTOSIHUSI NIPU HABEICHUU PE3KOCTH HA MOBEPX-
HOCTh IIACTUHBI M THO OTIIEYaTKa Ka)X0ro 3yoOua. Boimon-
HEHHBIE HM3MEpPEHHs TMOKa3al, 4TO TIIyOMHA BHEIPEHHS
3yOII0B yMEHBIIAETCS OAWHAKOBO B MAapalIe]IbHOM U Iep-
TICHIUKYJISIPHOM KOJICOAHUI0 HAKOHEYHUKA HAIIPABICHHUSX.

PE3YJIBTATBI HCCIIEJOBAHUSA

Mexannyeckue MCIbITAHUS

V3meHeHne BBICOTHI 3y0II0B MHCTPYMEHTA HE OKA3bIBACT
3HAUMMOTO BIIMSIHUSL HA YCHINS M paOOTy pa3pymIeHHUs co-
€IMHEHHH, MOJYYEHHBIX MPU OAWHAKOBBHIX ycioBUsx Y3C
(Tabnuna 2). OgHako pa3dpoc IKCHEPHUMEHTaIbHBIX 3Haye-
HUl Fp. 1 A BIBOE GOJbILIE TIOCITE CBAPKU TPYOBIM MHCT-
pymenToM. Bee o6pasipl, monydenHsie Y3C B TeueHue 2 c,
paspyllanuch IO IOBEPXHOCTH coeAuHeHHs (pHc. 2 a).
VYBenu4yeHue BpEeMEHH CBAapKH C 2 10 3 ¢ HE NMPHUBOAMIO
K M3MEHEHUIO THMa (MOJpBI) pa3pyIIeHHs 00pa3LoB, MOIy-
YEHHBIX HHCTPYMEHTOM C MEJIKHMH 3yOLlaMt, HO BBI3BIBAJIO
HpUPOCT 3HaueHHit Ly, v A (Tabnuma 2).

VYBenuueHne BpeMEHH CBAPKH MHCTPYMEHTOM C KpYII-
HBIMH 3yOlIaMH, HANPOTHB, HE MOBIHAIO Ha Fi. v A co-
€IMHEHNH, OJIHAKO NMPHUBEJO K M3MEHEHHIO MOJBI MX pas-
PYLIEHUs, KOTOPOE MPOUCXOIUIIO C YACTUYHBIM OTPHIBOM
cBapHOW Touku (puc.2 b, c). TpemmHa 3apoxianach Ha
CTOPOHE CBapHOW TOYKH, NEPIECHAMKYISIPHON Halpasie-
HUIO JCHCTBUS PACTATUBAIOLICH CHIIBI, U PacIpOCTpaHs-
Jach BIOJIb ATOM cTOpOHKI. JlanmbHeliee pa3pyuieHue 00-
Pa3LoB MPOUCXOANIO PA3HBIMU MYTAMH. B omHUX citydasx
TPEIIMHA BBHIXOAMIA 3a IPEAENbl CBAPHONH TOYKH M pocia
B IUTACTHHE, PACKPBIBAsCh MOJA ACHCTBHEM pacCTITHBAIO-
medt Harpy3ku (puc. 2 b). Ilpu sToM cBOOOmHEIE Kpas
IUTACTHH M3THOAINCh BOKPYT CBapHOW TOukH. B apyrux
Cllydasx TpeIIMHA IIPOJOIDKalia pPACIpPOCTpaHEHHE II0
CTOPOHaM TOYKH, MapajijielIbHbIM pacTITHBAIOLICH CHIIe.
O/HaKO CMBIKaHUSl TPEIIWH, PACTYIIUX HABCTPEUy JAPYr
Ipyry, He Habmioganock. EMy mpenamecTBoBalm H3TUO

Taonuya 2. Ceoticmea coedureruil niacmun meou, noaryuenuvix Y3C uncmpymenmom ¢ pasHou blcomoii 36408
Table 2. Properties of joints of copper plates produced by ultrasonic welding with a tool with different tooth heights

Bricora 3youoB (H); Bpems Y3C ()
CroiicTea coenHHeHN H=0,1 Mm™; H=0,1 MmM; H=0,4 MM H=0,4 mm;
=2c =3c =2c =3¢
Fpao H 1593£101 2075+100 18144294 19184241
kr, % 6 5 16 12
A, Ix 0,46+0,18 1,76+0,61 0,99+0,64 1,91+1,06
ky, % 39 34 64 66
Mopna pa3pyuienus [To nOBEpXHOCTH COETMHEHHUS C OTpBHIBOM TOUKHU

Ipumeuanue. F,,,. — cpeonue snavenus ycunuii paspywienus;, ky — xospuyuenm eapuayuu skcnepumenmansivlx snavenuti F,,

A — cpednue snauenus pabomor paspywenus, ky — kospguyuenm eapuayuu SKChepuMeHmarbHulx snavenuti A.
A
Note. F,,, is average values of fracture load; kr is a coefficient of variation of experimental F,,,. values;
A is average values of fracture energy; k4 is a coefficient of variation of experimental A values.
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Puc. 2. Domoepaghuu 06pazyoe nocie ucnvlmanuil:
a — paspyutenue no NOBEPXHOCMU cOeOUHeHus, b, ¢ — paspyuienue ¢ YacmuuHbIM OMPLIGOM CEAPHOU MOYKU
Fig. 2. Photographs of samples afier testing:
a — interfacial fracture; b, ¢ — partial nugget pull-out fracture

CBOOOJIHBIX KPAeB IUIACTHH M Pa3pyIICHUE [0 TOBEPXHOCTH
coenuHeHU (puc. 2 c).

®paxkrorpaguyecKuii aHaIu3

Bo Bcex ciydasx MOBEpXHOCTh pa3pylLICHUs HMelia
mudepHbi  (BOJIHUCTBIN) Makpopenbed, CO3qaHHBIN
3yOllaMH CBapOYHOIrO MHCTpyMeHTa (puc.3 a,c u 4 a, ¢).
OcobeHHOCTH MHUKpOpebeda Moja OTIeYaTkaMu 3y0I[0B
U MEXJy HUMHU 3aBHUCceNH 0T BpeMeHH Y3C U OT BBICOTHI
3yOI0B.

Ha mnoBepxHOCTSX paspymeHusi o0pa3IoB, CBapEHHBIX
WHCTPYMEHTOM C MeIKkumu 3yomamu (H=0,1 MM) B TeueHme
2 ¢, HaOmoaeTcs OMHOPOAHBIN MUKpOpenbed, BHICOTA He-
POBHOCTEH KOTOpPOTO COM3MEpHMa C IIIyOWHOI PHCOK OT
npensapurenbHoi mudosku (puc. 3 b). Kak nox ornevar-
KaMH 3yOlIOB, TaK ¥ MEXIY HHMH HaONIONAIOTCS MEJIKHe
SMOYKH, C€J1a00 BBITSHYThIC [0 HAIPaBICHUIO BHOpaLUH
HaKOHeYHHKa. Ha MOBepXHOCTSIX pa3pyLIeHUst dTHX 00pas-
LIOB HE HaOJIIOJIaeTCsl HU 0YaroB CXBATHIBAHUS C Pa3BUTHIM
SIMOYHBIM MHUKpPOpEIbe(OM, HU YYACTKOB CO CIVIAYKCHHBIMH
BEpUIMHAMU PHCOK OT IPEABAPUTEIHHON HUTU(OBKH, YTO
CBHJIETEJILCTBYET O IJIOTHOM KOHTAKTE IUIACTHH BO BpeMs
V3C. Ilocne cBapku 3TUM e UHCTPYMEHTOM B TeUeHHE 3 ¢
O/ OTHEYAaTKaMH BCEX 3yOLI0B MPHUCYTCTBYIOT OYaru CXBa-
TBIBAaHMS, COCTOSIINE M3 MHOXECTBAa SIMOK, BBITSIHYTBIX
B HampasliieHHH capura (puc. 3 d).

Mukpopesbed Ha MOBEPXHOCTSX pa3pylleHus: odpas-
L[OB, TIOJYYEHHBIX HWHCTPYMEHTOM C BBICOTOH 3yOLIOB
H=0,4 MM, BecbMma HeogHOpoeH. [locne cBapku B TeUeHHE
2 ¢ moJ OTHeYaTKaMy 3yOI0B HAOMIONAI0TCS MHOTOYHCIICH-
HbIE OYark CXBAaThIBAHMS, TOTAA KaK MEXJY HUMH — CIIEIbI
MpeABapUTEIbHON NUTH(OBKH (puc. 4 b).

B aTux yuyacTkax BEpUIMHBI PUCOK OT MpEABapUTENb-
HOM MITM(OBKU CMATH (CTIaK€HBI), U Y4aCTKOB C Mell-
KUMH SIMKaMU TMOYTH HeT. YBenuueHue BpemeHu Y3C
J0 3 ¢ IPHUBOAWUT K CYIIECTBEHHOMY PAacUIMPEHHUIO 00-
JacTed, 3aHATHIX OYaraMu CXBaTBIBAHUS, U K MOSIBICHUIO
MHUKpopenbeda ¢ MENKUMH SIMKAMH MEXIY OTIedaTKaMu
3yOI10B B 0071aCTAX, T/I€ COXPAHAIOTCS CJIEIBI IMpeIBapH-
tTenpHOU tudoBku (puc. 4 d).

PesyabTarsl n3MepeHusi HOPMAJIbHBIX AeopMaumii

OtTMeueHHbIe OCOOCHHOCTH PacIOJIOXKEHHSI 04aroB CXBa-
TBHIBAaHHS HA TOBEPXHOCTSAX PA3PyIICHUS CBI3aHBI C Pa3HBIM
pacrmipeniesieHneM AedopManuii B CBapHBIX TOUKAX, KOTOPHIC,
B CBOIO OYepeslb, BO MHOTOM 3aBHCST OT BHEAPCHHS 3yOLIOB
MHCTPYMEHTA B COCANHAEMbIE TUIACTHHBI. 3yOIbl HAKOHEUHHUKA
BbICOTOH /1=0,1 MM BHEAPSANNCH B IPUBAPUBAEMYIO TLIACTHHY
CPaBHUTEJIFHO PaBHOMEPHO I10 BCEH IO CBApHOM TOU-
ku Ha myouny 0,07-0,08 mm mocne Y3C B Teuenue 2 c
(puc. 5 a). Tlocne Y3C B Teuenue 3 ¢ BbicoTa penbeda Ha 110-
BEpXHOCTH IMacTuHbl gocturaia 0,1 MM, a pasmep cBapHOU
TOYKA — pa3Mepa IUIOIAJKH CBAapOYHOTO HAKOHEYHHKA
(puc. 5 a, ¢). Boons Bcero cedeHus cBapHOM TOYKM HaOMOma-
uch aeopMaliM CKaThs, BEIWYMHA KOTOPBIX JOCTHrana
12 % mon oTmeyaTkamMu 3yOIIOB M YMEHbIIANAch 10 3 % mox
BITAJJTHAMH HaKOHeYHWKa (puc.Sb, cursas nwHUS). BumHo,
YTO HOpMaJIbHBIE AedopManiy oOpaslia M3MEHINCH TI0 Tie-
pHOIMYECKOMY 3aKOHY. BemmunHa meprosa OZHO3HAYHO OI-
penernsieTcsi pacCcTOSHUEM MEKy BEpIIMHAMH 3yOIIOB HMHCT-
pymenTa u coctaiset 0,6 MM g uHcTpyMeHTa ¢ H=0,1 M.

I'myOuna BHempeHus 3yOIIOB TPyOOr0 HAKOHCYHHKA
(H=0,4 Mmm) 6bUTa 3aMeTHO OOJIBIIE B IIEHTPE CBAPHOM TOU-
KA M YMEHbIIIanach K ee nepudepun (puc. 5 a, d, ). [Tocne
¥Y3C B Teuenue 2 u 3 ¢ HauboJbLIas MTyOMHA BHEAPECHUS
B IIEHTpe cBapHOil Touku coctarnsia 0,25 u 0,37 MM cooT-
BETCTBCHHO, a HaWMeHbIIas Ha nepudepun toukud — 0,17
u 0,28 mM. TTockonbKy 3yOIbl HAKOHEYHHUKA HE BHEAPSIIACH
MIOJTHOCTBIO B TOBEPXHOCTH IUIACTHHBI, pa3Mep CBapHOH
TOYKH OCTaBaJICSI MEHbIIE pa3Mepa IUIOMAAKH CBAPOYHOTO
HakoHeuHWKa. [lepros M3MEHEHUs] HOPMAJIbHBIX Jedopma-
i 00pasIloB, CBAPEHHBIX HHCTPYMEHTOM C BBICOTOH 3y0-
oB H=0,4 mm, coctarisit 0,9 MM, 9TO COOTBETCTBYET pac-
CTOSIHUIO MEX/y BepIIMHAMH 3yOLIOB MHCTpyMeHTa. [lpu
3TOM NEPHOIMUYECKH M3MEHSIOMINECS Ne(OpMaIiU CHKATHSI
BeMMIMHON 7—-14 % TO BCceMy CEYEHHIO CBAapHOM TOYKH
(puc. 5 b, kpacHas crIoUTHAs JWHUSA) HAONIOMANTUCH, €CIN
3yOIIbl HAKOHEYHHKA pacloNarajiuch HaJl BIIQJAWHAMHU HaKO-
BaJIbHM, Kak Toka3aHo Ha puc. 5 d. IIpu mobom npyrom
B3aUMHOM DAaCIOJIOKEHUH 3yOIOB M BIAJUH MHCTPYMEHTa
(puc. 5 e) cxumarone aehopManu CMEHSIINCh PacTsITU-
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c

Puc. 3. Tunuunvle uzobpadicenus n0GepPXHOCMell paspyuieHus oopasyos,
nonyuennvix Y3C uncmpymernmom c evicomoui 3y0y06 H=0,1 mm:
a, b — epems so30eticmsus yiompassyka 2 ¢; ¢, d — epems o30eiicmeust yibmpaseyka 3 ¢,
a, ¢ — makpopenvedy, b, d — muxpopenvegp
Fig. 3. Typical images of fracture surfaces of samples produced by ultrasonic welding
with a tool with a tooth height of H=0.1 mm:
a, b —welding time of 2 s; ¢, d — welding time of 3 s, a, ¢ — macrorelief; b, d — microrelief

BatoIMMHK (KpacHas INyHKTHUpHas JIMHUS Ha pwuc. 5 b).
B oTcyrcTBHE KOHTPOIS 3a B3aMMHBIM DPACHOJIOKECHHEM
3yOII0OB MHCTpYMEHTa BBICOTOH 0,4 MM pacmpeneseHue jie-
¢dopmanuii B 00pasnax, MojgydeHHbIX IPH OIHHUX U TeX XKe
YCIIOBHSIX CBApKH, CYIECTBEHHO Pa3IM4aloCh, YTO BBI3Ba-
JI0 3HAYNTEIIBHBIA pa30poc YCHINH pa3pyLeHus..

OBCYXXIEHUE PE3YJIBTATOB

VcnibiTanust Ha CIABUT PacTsDKEHHEM SIBISIOTCS HauOolee
MPOCTBIM M TIOTOMY HanOosee pacripoCTPaHEHHBIM METOIOM
OLICHKH Ka4eCTBA TOYEYHBIX CBAPHBIX COeIMHEeHHH. Bennunna
Fax XapaKTepU3yeT HECYILYIO CIIOCOOHOCTh CBAPHBIX 00pa3-
1I0B, a BeJIMYMHA A — X CTIOCOOHOCTH CONPOTUBIIATECS YIIPY-
MM ¥ miactrdecknM Aedopmarusiv [1]. B To sxe Bpemst Bo-
MPOC O TOCTATOYHOCTH THUX JAHHBIX U OLICHKU paboTOCIIO-
COOHOCTH COSTMHEHUI W O BO3MOKHOCTH CPaBHEHUS IPOYHO-
CTHBIX XapaKTEPHCTHUK OCTACTCS JUCKYCCHOHHBIM.

W3 mony4eHHBIX JaHHBIX CIEAYET, YTO MPH BHIOPAHHBIX
pexxumax Y3C HCIONB30BaHUE CBAPOYHOIO HHCTPYMEHTA

¢ BeicoToH 3y0110B 0,1 1 0,4 MM TIO3BOJISIET TOIY4aTh COEIH-
HEHHUS IUTaCTHH Menu TomamHol 0,8 MM, KOTOpBIE JEMOHCT-
PHPYIOT OZIMHAKOBBIE (B TPEAENax CTaTHCTUYECKON MOTper-
HOCTH) ycuimsl U paboTy paspymienus. [Ipu 3Tom BenmmunHa
pa3bpoca SKCHEepPUMEHTAIBHBIX AaHHBIX BJBOE MEHBIIE IO-
CJIe CBapKH MHCTPYMEHTOM C 3yOLiaMu BeIcOTOM 0,1 MM.

Bo Bpemst Y3C 3y0mp! BeicoToit H=0,1 MM HOJHOCTBIO
BHEJIPSIIOTCS B COEIMHSIEMBIE TUIACTHHBI, YTO 00ECIIeUNBaCT
1) BO3HUKHOBEHHE B CBapHOW TOYKE HOPMAIBHBIX CXKH-
Maromux jaedopmainuii; 2) paBeHCTBO pa3MEepOB CBapHOU
TOYKM pa3MepaM IUIOMAAKH CBAapOYHOTO HAKOHEYHHKA;
3) yMeHbIIIEHHE TONIINHEI ITIACTHH Ha Iepu(epru CBapHOI
TOYKH He Oosiee uem Ha 0,1 MM.

IIpn HEKOHTPOIMPYEMOM B3aUMHOM PACHOIOKECHUH
3yOIIOB HAKOHEYHWKA W HAKOBaJIbHH BhIcOTOW H=0,4 MM uX
HEIIOJIHOe/YaCTUYHOE BHEAPEHUE B IUIACTHUHY BBI3BIBAIIN
1) BOBHUKHOBEHHE B CBApHOM TOYKE KaK CXKUMAIOLIMX, TaK
1 PacTATUBAIOIINX HOPMAJBHBIX Je(OpMaIHii, 4TO coriacy-
ercsi ¢ pesynabraraMu pabotsl [5]; 2) oOpazoBaHue cBapHOM
TOYKH, pa3Mep KOTOPOH MEHbIIE pa3Mepa HAKOHEUHHUKA;
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c

Puc. 4. Tunuunvle uzobpadicenus nogepxHocmeil paspyuienus oopasyos, nonyyennuvix Y3C
uHCcmpymenmom ¢ gvicomoti 3y6y06 H=0,4 mm:
a, b — epems 6030eticmeus ynompaszsyka 2 ¢; ¢, d — apems o30eticmeusi yibmpasgyka 3 ¢;
a, ¢ — makpopenveh),; b, d — muxpopenvep
Fig. 4. Typical images of fracture surfaces of samples produced by ultrasonic welding
with a tool with a tooth height of H=0.4 mm:
a, b —welding time of 2 s; ¢, d — welding time of 3 s, a, ¢ — macrorelief; b, d — microrelief

3) yMeHbIlIeHHE TOJIIMHBI IUIACTUH Ha Nepudepun CBapHOM
touku Ha 0,17-0,28 MMm.

W3-3a pazHuIpl pasMepoB CBapHBIX TOUEK (puc. 5) cpaBHe-
Hue BesmuuH Fl,, (Tabnuna2) CTaHOBUTCH HE BIIOJHE KOP-
PEKTHBIM. Pe3ynbTaThl OIIEHKH IPOYHOCTH CBAPHOTO COEANHE-
HUS G KaK OTHOIIEHUS Fa K TUIONIAM CBAPHON TOUKH S, M3-
MEpEHHOI1 10 oTrevyarkam 3yOroB (puc. 5 a), oKa3aju, 4To G
HecKoJIbKO BbIIe nocie Y3C rpyObIM HHCTpyMEHTOM (Taliu-
1a 3). OgHaKo 3TH pe3yNbTaThl TPYAHO TPaKTOBATh OIHO3HAY-
HO, TIOCKOJIbKY NPH WCIBITAHWSAX Ha CIBHUI PacTHKCHHEM
CBapHasi TOYKa HAXOIMTCS B CJIOXHOM HalpspKeHHO-nedop-
MUpoBaHHOM coctosiHuu [15—17]. Tlon meiicTBueM pacTsru-
BAafOLIEH CHIbl ' B INIOCKOCTH COEIMHEHHUS BO3HUKAIOT HAa-
HPSDKEHMS! CIIBUTA, KOTOPBIE YPABHOBEIINBAIOTCS IBYMS U3TH-
GaromumMu MOMeHTaMu. IIpy 3TOM Ha HPOTHUBONIOJIOKHBIX
KpoMKax (Kpasx) CBApHOW TOYKH, MNEPIEHIUKYISIPHBIX Ha-
MPABJICHUIO PACTSHKEHUS], BO3HUKAIOT MAaKCHMAJlbHBIE PaCTs-
TMBAIOIINE M CXKUMAIONIME HAIpsDKEHMs, KakK MOKa3aHO Ha
puc. 6. Kpome Toro, Mex1y CBapeHHBIMH BHAXJIECT IUIACTH-
HaMH BCEIJia OCTaeTcsl y3Kas IIeNIb — OCTPBI KOHIIEHTPATop

(puc. 5d, e), pacroJOKeHHBIH BJIONL IEPUMETpa CBAPHOM
TOYKU. BiusiHME KOHIIEHTpaTopa Ha CBOWCTBA CBapHBIX CO-
€IMHCHUH TIBITAIOTCS YYECTh, HAIIPUMED, OLICHUBASI BETMYHHY
KPUTHYIECKOTO SKBHBAJIICHTHOTO KO3()(HUIMECHTa HHTCHCHBHO-
CTH HampsDKeHHUH. Pe3ybTaThl Takol OIIEHKH BasKHBI ITPH TIPO-
THO3MPOBAaHUN PAOOTOCTIOCOOHOCTH TOYCHHBIX CBAPHBIX CO-
€IMHEHUI ¥ KOHCTPYKLMH MOA AeHCTBUEM LIMKIMYECKUX 3Ha-
KOIIEPEMEHHBIX Harpy30K M IO3BOJISIIOT YaCTHUYHO 3aMEHHUTH
TpymoeMmkue ucnbiTanus [15; 16]. OmHako OOUICIPUHSATOM
METOJIMKH TaKHUX OIIEHOK He MPEIOKEHO, UCIIONB3YIOTCS pa3-
HbIE TOX0/bI [18].

B pabote [15] Obutl mpeuIoKeHBI MPOCTHIE YPABHEHUS
JUIsl pacyeTa KPUTHYECKOTO SKBHUBAJICHTHOTO KO3 HIUCH-
Ta MHTEHCUBHOCTH HANpsOKCHUH K., B BEPUIMHE OCTPOrO
KOHLIGHTPAaTopa TOYEYHBIX CBapHbIX COEAUHEHHH, MOIy-
YEHHBIX KOHTAKTHOM TOYEYHOU CBapKOM:

JI9F,
K, =K} +K} =""mx
eq 1 7 P /—h
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Puc. 5. Buusnue eblcombi 3y0408 C8APOUHO20 UHCMPYMEHMA HA 0ephopMayuio 8 C6apHoll mouke:
a — 21y6uHa GHeOPeHUs HAKOHEYHUKA @ COeOUHsIeMble NLACTUHbL,
b — pacnpedenenue Hopmanvhvlx deghopmayuii 06pazyos6 600 b TUHUL COCOUHEHUIL.
Ionepeunvie ceuenust 06paszyos, nonyuennvix Y3C uncmpymenmom c evicomou 3y0y08: ¢ — H=0,1 mm; d, e — H=0,4 mm
Fig. 5. Influence of the height of the welding tool teeth on the deformation at the weld spot:
a — depth of teeth penetration into the plates being joined;
b — distribution of normal deformations of the samples along the joint lines.
Cross-sections of samples produced by the ultrasonic welding
using the tool with the height of the teeth: ¢ — H=0.1 mm, d, e — H=0.4 mm

rae K; u Kj; — k03hGuimeHTsl HTHTEHCUBHOCTH HANPSKEHUH
BOJTM3M BEPIIMH TPEUIMHBI OTPHIBA M IOIMEPEYHOTO CABHTa
COOTBETCTBEHHO;

K., — KpUTHYECKNI SKBUBAJIEHTHBIH KOI)(QUIIMEHT MHTEHCHB-
HOCTU HaNpsHKEHUH MPU UCIBITAHUSIX HA CIBUT PACTSLKEHHEM;

Fax — MaKCUMaJIbHBIE YCHJIMS HArpY)KEHHsl IPU TAKUX HC-
MIBITAHUSX;

d — nrameTp CBapHOI TOYKH;

h — TONIMHA TIIACTHH.
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Puc. 6. Ceapnoti obpasey 6 KIUHOBbIX 3aX6amMax MAUUHbL 60 6PeMs UCHLIMAHUI HA CO8US PACIAICEHUEM.
Cxema pacnpeoenenus MaKCUMAIbHbIX HANPAXHCEHUU 80U3U C8APHOU MOYUKU NO OaHHbIM [15]
Fig. 6. Welded sampe in wedge grips of the testing machine during tensile lap shear tests.
Scheme of maximum stress distributions near of the welded spot according to [15]

Taonuya 3. HcxooHvie OanHble U pe3yibmamsl OYeHKU KPUMUYECcKo20 9K8UBALEHMHO20 KOI(DPuyuenma

UHMEHCUBHOCMU HanpﬂDICEHMIZ u npodYHocmu coeouHenul

Table 3. Initial data and results of the assessment of the critical equivalent stress intensity factor and strength of joints

Bricora 3youoB (H); Bpems Y3C (¢)
XapakTepHCTUKH COeIMHEeHHUIT H=0.1 mm: H=0.1 mm: H=0.4 mm: H=0.4 mm:

=2c =3¢ =2c =3¢
S, mm’ 35,21 35,99 24,53 27,03
h, MM 0,71 0,69 0,62 0,49
Frae H 1593 2075 1814 1918
K., MIIaVm 6,2 8,1 9,1 10,3

o, MIla 45 58 74 71

y) - =
Tpumeuanue. S, Mm”~ — n1ouyadsb c6apHoU MouKu, h, MM — MOAWUHA NAACIMUN RO NEPUMEMPY CEAPHOU MOYKU,
Fax — cpeonue snauenus ycunuii paspyuwenus,; K., — oxeusanenmmblil Kodpguyuenn unmencueHocmu Hanpsajcenuil;

O — NPOYHOCMb C6APHO20 coeouHenusl.

Note. S, mm’ is a weld spot area; h, mm is the thickness of plates around the weld spot perimeter;
Fa is average values of fracture load; K., is an equivalent stress intensity factor, o is the strength of welded joint.

OroT moaxox OBLT YCIENIHO WCIIONB30BaH U pacdeTa
k03 (QHUIMEHTOB HMHTEHCHBHOCTH HANPSKCHUH, BO3HHU-
KaloIIKUX MPU UCIBITAHUAX COEIWHEHUH, MOJYYEeHHBIX TO-
YeyHOH cBapkod TpeHuem c mnepemermmBanueM [19; 20]
u Y3C [18; 21-24]. B nocneanem ciyyae d=d" — >xBuBa-
JICHTHBIA AWaMeTp Kpyra, IJIOMIagh KOTOPOTO paBHA ILIO-
L4l CBAPHOM TOYKH, OCTABJIECHHOW IPSIMOYIOJIBHBIM CBa-

®
POYHBIM HAKOHCYHUKOM. O‘ICBI/I,Z[HO, yro d = 4s , TAC
T

S — momans cBapHO TOUKU. [Ipu BBINOJHEHUHM OLIEHOK
aBTOpBI paboT [21-24] He y4YMTHIBAIM BIWSHHE YCIOBUH
V3C nHa pa3mepbl CBApHOM TOYKM U U3MEHEHHUE TOJIIMHBI

IUIACTUH, TIPUHHUMAs IUIOMAAb TOYKM S paBHOW IUIOLIAIH
CBapOYHOTr0 HAKOHEYHHKA, a TOJIIUHY IJIACTHH CBAPEHHOTO
o0pasiia /1 — paBHOH TOJIIIMHE UCXOIHOTO JIMCTA.

B ommume ot [21-24], B nanHO#l pabote K., paccuuThl-
BaJlM C y4eTOM W3MEHEeHHH S M /A, KoTopble 00yCIOBIEHBI
WCTIONIb30BAaHWEM HHCTPYMEHTA C Pa3sHOW BBICOTOH 3yOIIOB
u pasHoW mponospkuTensHocThi0 Y3C (Tabmuma 3). Takoit
TIO/IXO]] TIO3BOJIMIT TTOKA3aTh, YTO YBEJIHMUYCHNE BPEMEHH CBap-
KU MHCTPYMEHTOM C MEJIKUMH U KPYITHBIMH 3yOlIlaMy TIPHBO-
JUT K pocry 3HaueHuil K., mnpubnusurenbHo Ha 30
u 13 % coorsercTBeHHo. B nepsom ciryuae npupoct K, cBs-
3aH ¢ TIPUPOCTOM Flay, @ BO BTOPOM — C yMEHBIIEHUEM Pas3-
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Mepa CBapHOH TOYKH S ¥ TOIIIUHBI IJIACTHH / TIO €€ KPasiM.
VYMeHbIIeHHE 3THX TEOMETPHUYECKHUX pPa3MepoB 00pasoB
CONPOBOXKAACTCST OBICTPHIM CHIKEHHEM YCTAaJIOCTHOM J0M-
TOBEYHOCTH [ 18], HECMOTpPsI Ha POCT KPUTHIECKUX HAIpsDKe-
HHUH B OKPECTHOCTSIX BEPIIMHBI TPEIIMHBI, BBI3BIBAIOIINX €€
ObICTpOE pacmpocTpaHeHHe. YMEHBIICHHE /i Takke MPHUBO-
JUT K M3MEHEHUIO MOJbl pa3pylIeHHst 00pasloB, KOTOpPOE
pa3BUBaeTCs HE MO IOBEPXHOCTH coeauHeHHs (puc.?2 a),
a ¢ OTPBIBOM CBapHO ToukH (puc. 2 b, ¢), U TpemuHa 3apo-
KIAaeTcs U pacTeT B 00JIaCTH IEHCTBUSI MaKCUMaIIbHBIX pac-
TATUBAIOLIUX HAMpPsLKEHUH (puc. 6).

Yacto nonaratot [4; 17], 4T0 paspylieHue ¢ OTPHIBOM
CBapHON TOYKH THNHWYHO [UII COCAMHEHHUI BBICOKOTO Ka-
YECTBA, ITOCKOIBKY COIPOTHBICHUE NPUIOKEHHOW Ha-
Ipy3Ke CBApHOTO COCOWHECHHMS BBINIEC, YEM CCEUCHHS Ija-
CTHUHBI MO ero kparo. OZHAKO W B ITOM clydae OdYaru
CXBATHIBAaHMS C Pa3BUTBIM SUECHUCTBIM PEbe()OM HE MOKPHIBA-
0T BCIO NTOBEPXHOCTh PA3pPYIICHUS W PACTIONOKEHBI PENMY-
IIIECTBEHHO MOJ OTnevyaTkamu 3yOuoB (puc. 4 c). Crnenosa-
TEJIbHO, KaueCTBO COCAMHEHUNH MOXKET OBITh YIYYIIEHO
yTeM ONTHUMH3aluu pexxuMoB Y3C U COBEpIIEHCTBOBA-
HUs penbeda HHCTpyMeHTa. Hampumep, HEKOTOPBIN MpH-
pOCT Fiay, A 11 K, MOXKET HaOIIONATHCS TOCIIE yBEIHYe-
HUSl CXKMMAIOLIETO YCWJINSA W/MIM TPONOJDKHTEIBHOCTH
V3C npu cBapke HHCTPYMEHTOM C MEIKHMH 3yOIlamu.
OpHAaKo 3TO HEM30€XKHO NPHUBEAET K €r0 YCKOPEHHOMY
nzHocy. [lomoOHBIE MepBl NpU CBapKe HWHCTPYMEHTOM
C KPYHHBIMH 3yOIlamMH HerenecooOpa3Hbl, MOCKOJIBKY
BBI30BYT YTOHEHHE IUIACTHH 1O IepuMeTpy Touku. [lo-
3TOMY COBEpIIEHCTBOBaHUE pelibe)a CBApOYHOIO HHCT-
PYMEHTaA C YYC€TOM BBLICOTHI HACCUCK U TOJIIUWHBI COCAU-
HACMBIX INJIACTUH MNPEACTABIACTCA NEPCIEKTUBHBIM Ha-
IIpaBJICHUEM IS JaJbHEUIINX UCCIIEN0BAHUM.

OCHOBHBIE PE3YJIBTATBI X1 BBIBOJbI

Pe3ynbraTel CpaBHUTENBHOTO WCCICIOBAHUS COCHU-
HEHUH IIacTUH Meau TONmMHON 0,8 MM, NOJyYEeHHBIX
YIBTPa3ByKOBOM cBapkol ¢ yactoToil 20 k' u ammiaury-
o xonebanuii 18—20 MxM B Teuenne 2 ¥ 3 ¢ mOX OEi-
cTBUEM cCxumapmero ycunus 2,5 kH uncTpymMeHTOM
¢ BeIcoTO¥ 3yOmoB 0,1 u 0,4 MM, MMOKa3anw, 9YTO yBEIH-
yeHue BpeMeHH Y3C 10 3 ¢ IPHUBOAUT K POCTY YCHIIHIA
1 paboTHl pa3pyIIeHUs HMONy4YeHHBIX coeTuHeHni. Bricota
3yOLIOB HHCTPYMEHTA HE OKa3ajia 3HauuMOTO BIUSHUS Ha
CpeaHHe 3HAYCHHS 3THX BEJIWYUH, IPH 3TOM Kod3(duru-
€HT BapHallMM OHKCIEPUMEHTAJIbHBIX 3HAYCHHH OBII
BlIBO€ MeHble, eciii Y3C BBINOJIHAIN HHCTPYMEHTOM
¢ Menkumu 3yonamu. ClieqoBaTenbHO, IS TTOBBIIICHUS
CTaOUITPHOCTH CBOWCTB CBAPHBIX COCIMHEHHN IIEIeCc000-
pa3HO HCIOJIB30BaTh CBAPOYHBIN HHCTPYMEHT C BBHICOTOMH
3youoB 0,1 mm. ITocie Y3C 3TUM HHCTPYMEHTOM ILIO-
maab CBapHOW TOYKKM OoJbIlle, a YTOHEHHE IUIACTHUH
MEHBIIIE, YeM IIOCJIE WCIOIb30BaHUS WHCTPYMEHTA
¢ 3ybmamu BeicoTO# 0,4 MM. DTO MOXXET YBEIUYUTH yC-
TAJIOCTHYIO JOJTOBEYHOCTH, HECMOTPS Ha MEHBIINE 3Ha-
YeHUS NMPOYHOCTH M KPUTHIECKOTO KOd(p(HIHEeHTa HH-
TEHCHUBHOCTH HampspkeHHH. OJHaKo TpH BHIOpaHHBIX
yenoBusix Y3C ee BO3MOXXHOCTH pealiu30BaHbI HE IOJI-
HOCTbIO. JlJIsi MOBBIIEHUSI CBOWCTB COEAMHEHUH M HX
CTaOMIPHOCTH HEOOXOAMMBI pPabOTHI 1O JaidbHEHIIeH
ONTHMHU3AINHU penbeda HHCTPyMEHTa U pexuMoB Y3C.
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Abstract: Ultrasonic welding of metals is an energy-efficient, environmentally friendly technology that allows producing

solid-state joints between thin blanks. The widespread use of this technology is hampered by the low strength of the resulting
joints and the instability of their properties. One of the ways to improve strength characteristics is to develop a welding tool
that ensures stable transmission of ultrasonic vibration energy to the joint zone. For this purpose, a relief with teeth or pyra-
mids of different shapes and heights is applied to the surface of the welding tip and anvil. This paper presents data on the frac-
ture load and fracture energy of lap joints produced by ultrasonic spot welding of copper plates using tools with a tooth height
of 0.1 and 0.4 mm. Ultrasonic welding was carried out with a frequency of 20 kHz and a vibration amplitude of 18-20 pum,
the welding duration was 2 and 3 s, the clamping force was 2.5 kN. The paper considers the features of the fracture of
the produced joints and the distribution of normal strains in the weld spot, and results of calculation of stress intensity factors
in its vicinity. It is shown that after ultrasonic welding for 3 s, the strength characteristics of the joints produced with different
tools reach the highest values, they are close in magnitude, but the experimental data scatter is half as much after welding
with a tool with small teeth. The joints produced with such a tool fractured along the interface of the joint, and after welding
with a tool with large teeth, the fracture developed with nugget pull-out, which is explained by an increase in the stress inten-
sity factor at the tip of the concentrator surrounding the weld spot.

Keywords: copper; ultrasonic welding of metals; solid-state joint; joint strength; welding tool relief; stress intensi-
ty factor.
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