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Annomayusn: TlonunponuieH sBISETCS OJHUM U3 HanOoliee BOCTPEOOBAHHBIX TEPMOIUIACTUYHBIX MAaTEpUaJIOB, MPH-
MEHSIEMBIX B MPOMBIIUICHHOCTH. J{JIs1 M3rOTOBIICHHS W3/ENUil M3 JAaHHOTO Marepualia 3a4acTylo IPHMEHSETCs CHoco0
yIAbTPa3BYKOBO#H cBapku. OHAKO, HECMOTPS Ha OOJIBbIIOE KOJMYECTBO HAYYHBIX paboT, BIMSHHE HEKOTOPHIX MapaMmeTpoB
peXnMa yIbTPa3ByKOBOH CBAapKH Ha NMPOYHOCTHBIE XapaKTEPUCTHUKU COEIMHEHUH IMOJIMIPONUIICHA OCTAETCS HEU3y4YeH-
HBIM. B pabote mpezacraBieHbl pe3yibTaThl IKCIEPUMEHTAIBHBIX HCCIIEIO0BAaHUI KOHTAKTHONW TOYEYHOH yJIbTPa3BYKOBOI
CBapKHU IUIACTUH TOMIMHON 3 MM K3 noxunponuiieHa mMapku 01003-26. PaccMoTpeH mpoliecc MOCTENEHHOTO BHEAPEHUS
pabodero Topua yJIbTpa3ByKOBOTO MHCTPYMEHTA B HMOJMIPONWICH O TIyOWHBI, paBHOW OOIIEH TONIIMHE CBapHBacMBIX
wiacTuH. [lomydeHsl cTaTHCTHYECKHE 3aBUCUMOCTH TITyOMHBI BHEIPEHHS TOpLa HHCTPYMEHTA B MaTepHal U yCHIUS OT-
pBIBa MaTepHana OT BPEMEHM BO3JCHCTBHA ynbTpa3Byka. OIpeneneHO BIWSHHWE TITyOMHBI BHEIpEHHsS pabodero Topua
YIBTPa3BYKOBOTO MHCTPYMEHTA HA YCHJIHME OTPBIBA CBApEHHBIX 00pa3oB. OOHApyKEHO 3HAYUTEIbHOE YBEIUUCHHUE YCH-
nus otpeia ¢ 150 no 400 H npu ri1yOnHe BHeIpeHHs HHCTPyMEHTa CBBILIE 3,5 MM, 00YCIIOBICHHOE POCTOM HOMUHAIBHON
IUTOIAAN B3aMMHOTO TepeMENIMBAaHUS MaTepHaja MEXAy CBapHMBacMbIMH IUIaCTHHAMM, BBI3BAaHHOTO 3aTEKaHHEM pac-
IUIaBJIEHHOT0 MaTepuana B 3a30p. IIpennoikeHa rumnore3a o TEUCHUH PACIJIaBICHHOTO MaTepuala B CTOPOHY, IPOTUBOIIO-
JIO)KHYIO HAIpaBJICHUIO BHEIPEHUs pabovyero MHCTPYMEHTa, IyTeM GpopMupoBaHus Oerymux BosiH Penes. OqHako ee 1o -
TBEp)KACHNE TpeOyeT NMPOBEACHUS JOMOIHUTENBHBIX UCCIIeIOBAaHNI BIMAHUS apaMEeTPOB PeKUMa YIbTPa3BYKOBOM CBap-
KM ¥ BEJIMUMHBI 3a30pa MEKAY COCIMHICMBIMH JETAJSIMA Ha CKOPOCTh 3aTEeKaHHs PAacIlIaBICHHOTO MaTeprala B 3a30p.

Kniouegvie cnosa: ynpTpa3ByKoBas CBapKa IIACTMACC; TIOJMIPOIMIICH; TPOYHOCTH CBAPHOTO COSANHEHMS; pabovas 4acTh
CBapOYHOTO MHCTPYMEHTA; BpeMsl yIbTPa3ByKOBOM CBApKH; TITyOHHA BHEIPEHHUSI TOPIIA YIbTPa3BYKOBOTO HHCTPYMEHTA.

Jna yumupoeanua: Mypawkus C.B., CenuBanoB A.C., Cnupunonos H.I'., Capuna E.b. Crarucruueckue 3aBucuUMO-
CTH BIIUSIHHSI BPEMEHH BO3IECHCTBUS yIbTpa3ByKa Ha IPOYHOCTb U APYrHe MapaMeTphbl CBAPHOIO COCAMHEHH S TOJIUIPONIU-
nena // Frontier Materials & Technologies. 2023. Ne 1. C. 57—67. DOI: 10.18323/2782-4039-2023-1-57-67.

yeTrBepToe [3]. MaccoBoe HCHONB30BaHHE MOJMOJICPHHOB
JUIL U3TOTOBJICHUS PA3JIMYHBIX PI3}:[CHHﬁ npeamnojgara€t co-
BEPIICHCTBOBAHME TEXHOJIOTMYECKHX IPOLECCOB HX CO-
CANHCHUA. yHLTpaSByKOBaH CBapKa IMOJUMCPHBIX Mare-

BBEJEHUE

CEFOZ[HSI Ppas3INYHbIC MOJUMCEPHBIC MaTCpUAJIbl 3a CUCT
paaa CBOUX TEXHUKO-DKOHOMUYECKUX MOKa3aTejed BCe

aKTUBHEE HAYMHAIOT BBITECHATH MeTaylibl. [Ipexzae Bcero,
pedb UAET O 3HAYUTEIbHOU KOPPO3UOHHOM CTOMKOCTH, BbI-
COKHMX MEXaHMYECKUX CBOMCTBAxX MPU OTHOCHUTEIIBHO MAJION
IUIOTHOCTH M 00Jiee HHU3KOW, YeM y METaJUIOB H CILIABOB,
croumoct [1; 2]. Ilo macmrabaM MPOU3BOJCTBA CpEIU
TEPMOILIACTUYHBIX MOJUMEPHBIX MAaTEpHaliOB, KOTOpPbIE
XapaKTePU3YIOTCs CIOCOOHOCTBIO TIEPEXOIUTh IPH HArPEBe
B BSI3KOTEKYYE€ W 3aTeM JKHJIKOTEKydee COCTOSIHHE, BEeay-
iee MEeCTO 3aHUMAIOT MOIHOJIePUHBI. B 3Ty Tpynmy BXoasT
MOJUATUIIEH HU3KOW M BBICOKOW TUIOTHOCTH, IMOJIMIPOIH-
neH u ap. [lo temmam pocrta oObemMa MPOWU3BOJCTBA OTH
Marepuaibl MPEeBOCXOAT BCE JIPYrue MOJUMEpHBIE MaTe-
puanbl, 1 B HACTOAILIEE BpPEMS B MHUPOBOM IPOU3BOJICTBE
MOJUATUIIEH 3aHUMAaEeT MEpPBOE MECTO, a MOJUIPOINUIEH —

pHAJIOB OcTaeTcs OJHMM M3 Haubonee BOCTPeOOBaHHBIX
Coco00B COCNUHEHUs JAeTaled INpu cOOpKe Uit
U CTPOUTENIbHBIX KOHCTpYKUUH [4; 5].

OnHako u3-3a CIOKHOCTH YJIbTPa3BYKOBOro 000pymo-
BaHUSl U HE3HAHMs BIMSHUS PA3JIMUHBIX MApaMEeTPOB pe-
KHMMa CBAapKM M JONOJHHUTENBHBIX (PAakTOpoB (BpeMeHH
CBapKH, CBapOYHOIO YCHIMs, MaTepuaiga MOIJIOXKH, Bpe-
MEHH BBIACP)KKH, (POPMBI YHEPTETHUECKOTO KOHIICHTPAaTOpa
MU T.J.) HA TPOYHOCTHBIE XaPaKTEPUCTHUKHU IIOIy9aeMOT0
COCIMHEHHS TIPOM3BOAWTENN IUIACTUKOBBIX H3JCIUH W3
MOJMIIPONIMIIEHA W TOJMITHICHA CTAJIKUBAIOTCS ¢ Mpooiie-
MaMH ONpeAeTICHUs ONTHMAIBHBIX PEKIMOB yIBTPa3BYKO-
BOI1 CBapKH, KOTOpbIe OBl oOecreunin Tpedyemble IoKa3a-
TEJIX TPOYHOCTH FOTOBOI MPOAYKIUU.
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Ha mnouck ontumanbHBIX PEXHUMOB YIbTPA3BYKOBOM
CBapKH TIOJIUIIPONMIICHA HAIIPABJICHBI NCCIEAOBAHNS, TIPEI-
CTaBJICHHBIE B [6]. ABTOPBI MOTYEPKUBAIOT BIVSIHHE TIepe-
MEHHBIX TapaMETpPOB CBapKH, a UIMEHHO BPEMEHH CBapKH,
BPEMCHH BBIJEP)KKU U aMILIUTYABI KOoJIeOaHUH, Ha IPOYHO-
CTHBIE XapaKTEPHCTHKH OOpa3IOB ITOJHUIPONHUICHA MapKH
HI110MA. Ilo pe3yapTaraM 3KCIEPUMEHTOB OIpPEENICHBI
ONTUMAJIbHBIC 3HAYCHUS TEXHOJIOTUYECKUX MEPEeMEHHBIX,
MO3BOJISIIOINE 00ECHEeYUTh MaKCUMAIBHYIO IPOYHOCTH Ha
OTphIB: BpeMsa cBapku — 1200 Mc, BpeMs BBIIEPKKH —
900 mc, amuuTyaa Konebanuit — 75 %.

B [7] Obutn HaiiieHBI ONTUMAIIEHBIC PEKUMBI JJIS YIIT-
Pa3BYKOBOM CBapK{ HOJMIPONIICHA, HarodHeHHOro 10 %
CTEKJIOBOJIOKHA. Pe3ynpTaThl 3KCHEPHMEHTOB ITOKA3alHd,
YTO MaKCHMallbHOE pa3pyliatomiee ycwime okoio 2,3 kH
JOCTUTAETCS IIPH CBapOYHOM YCIUIHH B 1,5 Gap, ammumTye
KosrebaHnit 32 MUKpoHa 1 BpeMeHH cBapku 0,4 c.

ABTOpHI paboTHl [§] HCCIEAYIOT BIMSAHHE aMILTUTYAbI
U BPEMEHHU CBapKH Ha MPOYHOCTHBIE XapaKTEPUCTHKH IO-
JIMIIPOTIMJICHA, YTBEPXKIas, YTO OHH SIBISIIOTCS Hauboiee
BaXHBIMM NapaMeTpaMH IPOYHOCTH CBApHOIO IIBa. YJbT-
pa3ByKoBas cBapka 00pa3loB MPOUCXOAMIIA C IPUMEHEHH-
€M MHPaMUAAIBHOIO 3HEPreTHYEecKOro KOHIIEHTPATopa,
YTO MO3BOJMIO OOECHEYHTh MIPOYHOCTH CBAPHOTO IIBA Ha
caswr, pasabIi 22,36 MIla (319 % ucxomHol MPOYHOCTH).

ABTOpHI [9] yTBEpKIOarOT, YTO UMEHHO (hopMma IHepre-
THYECKOTO KOHIIEHTPATOpa B HANOOJBINCH CTENCHN BIMSCT
Ha TPOYHOCTh COCOWHEHHMS, a MMPaMHIAIbHBIH 3HEpreTH-
YeCKWii KOHLEHTPATOp MO3BOJISIET MONydYaTh Hamboiee
MPOYHBIE COSAMHEHHSI U3 YHCTOTO MOJIUIPONIIICHA.

B pa6ote [10] aBTOpHI 3asBISAIOT, YTO OCHOBHBIMHU (hak-
TOpaMH, BIUSIOIIUMHI Ha IPOYHOCTH CBAPHOT'O COETMHEHUS
U3 TOJMIIPONIICHA, SBJISIOTCA BpeMs CBapKHU U CBApOYHOE
ycunue. 1o pesynbrataM 3KCIEPUMEHTOB OBIJIO YCTaHOB-
JICHO, YTO BpeMs CBapKU MEHBIIE 2 ¢ ¥ CBapPOYHOE yCUIIME
MeHbmie 2 H He oOecneunBaroT IMOIyYCHHE MOHOJUTHOTO
COEJIMHEHUs], a BpeMs CBapKH 8 ¢ M cBapouHoe ycwme B 8 H
MPUBOJUT K 0OpPa30BaHMIO B CBAPHOM IIIBE 1OpP U JIe(PEeKTOB.
OnrtuManbHBIME PEKUMaMH Ul YIBTPA3BYKOBOW CBapKH
00pa3loB M3 TIOJHIIPOITMICHA TOJIIUHOW 4 MM SIBIISFOTCSL:
BpeMsi cBapku — 4—6 ¢, ceapouHoe ycuiue — 5—7 H.

ABtops! [11] cunTaioT, 4TO YpOBEHb YXYAUICHUS MeXa-
HUYECKUX U TEPMHUUYECKHX CBOMCTB U3JEIMH U3 IOJUIPO-
MIJIEHa II0CTIe YIBTPa3BYKOBOH CBAPKH 3aBHCHUT OT H3Me-
HEHMSA KPUCTAJUIMYECKOI CTPYKTYpHI, TEMIIEpaTyphl CTEK-
JIOBaHUSI W MOTEPH MAcCCHl, TaK KaK BO BpeMs IUIABICHUS
MOJIMIPOITMIICH TPeTepIIeBaeT KPUCTAJUINYECKUE IIepEopH-
eHranmu. B pesynprate obpasyercs dasa, mmeromas mpo-
MEKYTOUYHBIH KPUCTAITMYECKHUI MTOPSIIOK U OTIIMYArONasics
OT HOpManbHOH (a3bl. [Tocne cBapky MOTUIpPONHIIeHa 3Ha-
YEeHUs] TEMIIEpaTyphl CTEKJIOBaHHA HWMEIOT TEHJICHIHUIO
K M3MeHeHu1o oT 5 1o 10 K/muH.

HccnenoBanusi, mo3Boisomuye 0osiee moapoOHO MOHSATh
CTETIEHb BO3JEHCTBHSA YJIBTPa3BYKOBBIX KojeOaHWHA Ha
CTPYKTYpPY TOJMIIPONHIICHA, IPeACTaBIeH B padorte [12].
ABTOpaM# yCTaHOBJICHO, YTO IOCJIE YIABTPa3BYKOBOW CBap-
K{ MIPOYHOCTH CBapHBIX coemuHeHuit mocie 300—-600 4 cra-
perns gocturaer 90—100 % OT MPOYHOCTH OCHOBHOTO Ma-
tepuana. OqHako HaOIIOAAeTCs CYIIECTBEHHAs! HECTAOMIIb-
HOCTh MPOYHOCTH, YTO HPOCIEKUBACTCA JaXe Ha OJHOM
U3JIeNINH, KOIJla MPOYHOCTh PA3IUYHBIX y4acTKOB IIBA KO-
nebusiercst B penenax ot 50 1o 100 % npoyHOCTH OCHOBHO-
ro Marepuaja. IT0 OOBICHAETCS CIIOKHBIMU BOJHOBBIMH

MpoLeccaMy MPU PacTIpOCTPAHEHUHN YIbTPa3ByKa B CBapH-
BacMBIX IJIACTMACCOBBIX JAETANAX, YTO IIPUBOJUT K HEpaB-
HOMEpPHOMY U3MEHEHHIO CTPYKTYphl MaTepuaa msa [13].

Bomee mompoOHBIH aHaMM3 BO3AEHCTBHA YIIBTPa3BYKO-
BBIX KoyeOaHWi Ha (POpPMHpPOBaHHE CBAPHOTO COCIMHEHUS
U3 TIOJIUNPONHICHA COBPEMEHHBIMU METOANKAMH, TaKUMH
Kak auddepeHnuanbHas CKaHUpYIomas KaJlopUMETpHs,
TEpPMOTrpaBUMETPHYECKUI aHaIM3, HHPPAKpacHas CIIEKTPO-
ckomus ¢ npeobpaszoBanueM Dypre U CkaHHpYIOIIas AJEK-
TPOHHAsl MUKPOCKOTIHS, ObUT npoBezieH B [14]. Ananus cre-
MIEHN PacTsHKEHUsI 00pa3lloB TOCIE YJIbTPa3ByKOBOM CBap-
KU TI03BOJIMJI CAENATh BBIBOJ, UYTO YBEIMYEHHE OCHOBHBIX
[apaMeTpoB Tporiecca (TaBICHUS, BPEMEHH W aMILTUTYIbI
KoJIeOaHWH) MPHUBOAWT K TOBBIICHWIO MPOYHOCTH INIBA,
OJTHAKO OBIJIO OTMEUYCHO CHIDKEHHE IUTacTUYHOCTH. IlyTem
CKaHMUPYIOWEH JIEKTPOHHOH MHMKPOCKOINH OBUIO BBISBIIC-
HO 00pa30BaHME ITyCTOT, TECHO KOPPEIUPYIOIIEE C aMILIH-
TyIO# KoreOaHui.

B paborax [15-17] npuBeneHsl NOKa3aTeNbCTBA, YTO
MIPOYHOCTh CBAapHOTO COEIMHEHUS NPU YIBTPa3BYKOBOH
CBapKe HampsAMYIO 3aBHCUT OT KOJHMYECTBAa pacIulaBa, Ha-
XOZSIIErocs MEXIy KOHTAaKTHBIMU IOBEpXHOCTSIMH. Ilpum
9TOM KOJHMYECTBO pacilaBa ONpeAessieTcs IEeIbIM KOM-
IUIEKCOM PEXHUMOB YJIBTPA3BYKOBOH CBapKH M 3aBUCHT OT
aMIUTUTYJBl W YacTOTHl KOJICOaHW, CBapOYHOTO YCHIIWS,
TIIyOWHBI BHEJPEHUS TOpIia BOJHOBOJA B MaTepHall, BpeMe-
HU BO3JEHCTBUS yAbTpa3ByKa U ApYrux napamerpos [18].

Hcxonst n3 aHanmM3a HayYHBIX ITyOIMKauii, MOKHO clie-
JaTh BBIBOJ, YTO B JIUTEPAType XOPOIIO M3YYCHO BIIHSHHUE
BPEMEHHM CBapKH, aMIUIMTy[Ibl KoJieOaHUHl, CBapOYHOIO
YCUJIHSI, T€OMETPHHM SHEPreTHUECKOro KOHIEHTpaTopa Ha
MIPOYHOCTHBIE XapaKTEPUCTHKH OOpa3lOB U3 IMOJIUIPOINH-
JICHa M CTPYKTYpy mnojydaeMoro miBa. Bce ot akTopsl
HAIpsMYIO ONpPEAENISIOT KOJIMYECTBO pacIuliaBa, 00pasylo-
mierocss MeXIy JIeTaasMH B mporiecce cBapku. OgHAaKo Ha
KOJIMYECTBO PacIjiaBa B 3a30pE OKA3bIBACT BIMSHHE U TIIy-
OuHa BHeZpeHus Topua pabodyero WMHCTPYMEHTa, KOTopas
HarpsIMyIo 3aBUCHUT OT BPEMEHHU BO3JEHCTBHS yIbTPa3BYyKa.
JlaHHBIN BONPOC HE OCBEILIEH B HAYYHOU JIUTEpaTypeE.

Llenb nccnenoBaHMs — HOBBIIEHHE IPOYHOCTH CBAPHBIX
COEAMHEHUH TOJMUNPONMIECHa, IOJYYEeHHBIX B IIpolecce
YIIBTPa3BYKOBOH CBAapKH, IyT€M pPETYIUPOBKH BpPEMEHHU
BO3ACUCTBUS yIbTpa3ByKa Ha 30HY CBapKH U ITyOMHBI BHE-
JIpEHUS TOpIla CBAPOYHOTO BOJHOBOA B MOJIHIIPOIUIICH.

METOJAUKA IMTPOBEJEHUA UCCJIEJOBAHUA

VYIIBTpa3BYKOBYIO CBapKy OOpa3IoB MPOBOIIIH C IIOMO-
IIBI0 TEXHOJIOTHIECKOTO KOMIUIEKCa yIbTPa3ByKOBOI CBapKH
TUIACTMACC, COCTOSIIETO U3 YCTPOMCTBA JUIS CBapKH U YIIBT-
pa3BykoBoro reHeparopa Y3I'-2M. YerpoiictBo s yibTpa-
3BYKOBOH CBapK{ COCTOHT W3 YJIETPa3BYKOBOW KojeOaTelb-
Hoit cucrembl (Y3KC), pasmelneHHOH BHYTpH MeTaJuIMde-
ckoit rmtb3bl. Y3KC conepUT MarHUTOCTPUKIIMOHHBIN TIpe-
00pa3oBaTeb 3IEKTPUUECKON SHEPTUU B SHEPTHIO MEXaHH-
YEeCKUX IMPOJIOJBHBIX KOJEOaHUH M yIbTPa3ByKOBOI BOJHO-
BOJI, )KECTKO CBSI3aHHBIM C TOPIIOM TpeoOpasosatens. Pabo-
9as 9acTh YJIBTPa3BYKOBOTO BOJHOBOJA MMEET BHJ IFUIHH/-
PHYECKOTO CTEP)KHS C INTOCKUM TOPIIOM JTHAMETPOM 5 MM.

TexHONOruyeckuii KOMILIEKC YIbTPa3BYKOBOW CBapKH
YCTaHaBIIMBAJIM Ha yHHBEpcallbHO-(pe3epHOM cTtanke FHV-
50PD ¢ moMomiplo CrenuansHO pa3paboTaHHONH OCHACTKHU.
OcHacTka BKJIIOYaeT B ceOs:
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— TIPHUCTIOCOOJICHNE TSl OPUEHTUPOBAHUS W (DHUKCAIMH
o0OpasnoB-tuiacTuH Bo Bpemsi Y3C, BBITIOJIHEHHOE B BHUIC
MPU3MBl C KBaJpPaTHBIM OCHOBAaHHEM, Ha BEPXHEM TOpIIC
KOTOpPOH pAacIONOKEHBI [[Ba B3aUMHO IEPHEHINKYISIPHBIX
1a3a-10KEMEHTa AJIs1 00pa3LOB-IUIACTHH;

— IIpHUCTIOCOOICHNE [T KperuteHus ycrpoiictea Y3C Ha
IIMHOJIb CTAHKa TPEJCTaBIAET COOOH KPOHIUTEWH, MMEo-
K 1Ba KJIEMMOBBIX 3a)KUMa ISl 32)KMMa IMHUHOJIM U yCT-
poiictBa Y3C COOTBETCTBEHHO;

— MPUCTIOCOOJIEHUE sl CO3JaHusl OCTOSHHOTO CTaTH-
YEeCKOro JaBJIeHHs pabovero Topla yiabTpa3ByKOBOTO BOJI-
HOBOJIa Ha 30HY CBAapKH BKIIOYaeT B ceOs KamuOpOBaHHBII
Ipy3, MOJBEIICHHBIN K IMTYpBAIy PHIYaKHO-PEEIHOTO Me-
XaHU3Ma IINHHICTBHON TOJIOBKU CTaHKA;

— MIPHUCTIOCOOJIEHNE AJISI N3MEPEHNUS CHITBI TIPMKUMA pa-
604ero TopIa yIbTPa3ByKOBOTO BOJIHOBOJA K KOHTaKTHOH
MIOBEPXHOCTH O0OpAa3IOB-INIACTUH COCTOUT W3 IPYKUHEI
7039-2023 o I'OCT 13165-1967 u ipsIMOYTONBHOM TIPU3-
MBI C TJIYXHUM LMJITMHIPUYECKUM OTBEPCTHEM, PacIlOI0KeH-
HBIM B LICHTPE OZHOM U3 €€ IPAHEH.

[pyxuHy npy KaTMOPOBKE YCTaHABIMBAIH B OTBEPCTHE
MpU3MBbI JI0 ymopa. Pe3ynbraroM KaauMOpOBKH SIBISETCS
YPaBHEHUE NIPSIMOH BUAA

A(F)=b-F, (1)

rae A(F) — 3aBUCHMOCTH Je(dOpMalyd OT CHJIBI CXKATHS
NIPY>KUHBL;

b — ko3¢ durment npomnopipoHansHocTH, b=0,122 MM/H;
F — cuina cxxarus npyxusst, H.

B kauectBe 00pasloB WCMONB30BAIM IUIACTUHBI IIPSIMO-
YTOJILHOHN (DOPMBI, BBIPE3aHHBIC U3 JIICTOBOTO IOJIMIPOTINIIE-
Ha 01003-26 TommmHo# 3 MM o T'OCT 26996-1986 (puc. 1).

KoHTakTHYI0O TOYEYHYIO YyIbTPAa3BYKOBYIO CBapKy 00-
Pa3IoB BHAXJIECT OCYIIECTBIISUIM IO CXEME, NPEACTaBIICH-
HOM Ha puc. 2.
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[Muxsr cBapKH COCTOSUT M3 MOCJIEAOBATEIHLHOTO BBINOI-
HEHHUS CJIETYIOLIUX NCUCTBUI:

— IPWIOXKEHHUE TIOCTOSHHOTO CTATHYECKOTO HaBICHUS
P, paBHoro 1,32+0,10 MIla, uyTto coorBercTBYEeT cuie F
CKaTHsl IPYKUHBL, paBHOM 26+2 H;

— BBIIEPKKA B TEUCHHUE 3 € AJIS IPEABAPUTEIHHOTO CXKa-
THsI 00pa3LOB-TJIACTHH IO AaBJICHUEM P;

— BimoueHne Y3K (He cHuMas naBneHus);

— Beikmouenue Y 3K uepes Bpems £,=1,2...3,6 c;

— BBIIEpKKa 0o0paslia CBapHOI'O COEJMHEHHsI IOJ| JIaB-
senueM P, B Teuenue 3 c;

— CHSITHE CTAaTUYECKOTO JIaBJIeHHS P;.

Crarnueckoe naBieHHe P, MPHUKIAIBIBAETCS 10 BKIIIO-
geans Y3K (Bpems mpenBapuUTENBHOTO CXKATHA #; PaBHO
3 ¢), cunTaeTcst MOCTOSIHHBIM B TEUCHUE BCETO CBAPOYHOTO
LUKJIa ¥ CHUMAETCs C 3ama3fblBaHuEeM Ha f,. Bpems 3amas-
IOBIBaHUS paBHO 3 c. BpeMs Bo3meicTBUS yImbTpasByKa f,
BapbHpyeTcs B mpezenax ot 1,2 0o 3,6 c.

[lepen nepBbIM UKIIOM U Yepe3 Kaxkasle 15 nukinos Y3C
u3MepsiIn AehOopMalrIo CKATUs TIPYKUHBL M TIPU MTOMOIIN
ypaBHeHU (1) BBIYHCISUIN BEJTMUYMHY CHUJIBI IPIKUMA, KOTO-
PYIO KOHTPOJIUPOBAIM B 3aJlaHHBIX Tpeaenax 26+2 H.

OOpa3upI-IIaCTHHBI, UMEIOLIHE C IBYX CTOPOH TJISHIIE-
Bble (C HU3KOHM IIePOXOBAaTOCTBIO) IIOCKHE ITOBEPXHOCTU
(puc. 1) ycraHaBnmMBagM B COOTBETCTBYIOIINE JIOXKEMEHTHI
(puc. 3), paBHOMEPHO 3aKpEIULUTH U NPIDKUMANU APYT K JIpy-
T'Y IPH TIOMOIIN BHHTOB.

Pexxum Y3C: BeixomHast MoIHOCTh reneparopa 330+10 Br,
aMIUTUTY/Ia B 9acToTa KojebaHmit 67+3 MkM 1 2191545 I'g
COOTBETCTBEHHO, CHJIa IPMKaTUs pabodero Topua cBapoy-
Horo wHCcTpymeHTa (CH) k oOpasmaMm NpHUKIagbIBaIach
B HaIIPaBJICHHUH, NIEPHIECHINKYJIIPHOM IIJIOCKOCTH MX pa3be-
Ma, U MoJJep)KHuBajiack B mpernenax 26+2 H npu momomu
KaTMOPOBAaHHOTO Tpy3a, MOJBEHNICHHOTO K LITypBaly PBI-
Ya)KHO-PEEYHOT0 MEXaHU3Ma IINMUH/ICIFHOIN TOJIOBKH CTaH-
ka. [locne ka)kaoro BBIMOJIHEHHOTO IMKJIA KOHTPOJIUPOBAIU

Puc. 1. Obpaszey-nracmuna
Fig. 1. A sample plate
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Puc. 2. Pabouuii yuxn Y3C «cmamuueckoe dasienue — yIompasgyk»:
P, — cmamuueckoe dasnenue; V3K — ynompazgykosvie Koiebanusi; t, — 6pemsi npedeapumenbHo20 clHcamusi 00pasyos;
t, — 8pems gozoeticmeus Y3K; t, — epems 3a0epoicKu CHAMUS CIAmMu4ecko2o 0asienus, t., — 6pemsl C6apKu
Fig. 2. “Static pressure — ultrasound” USW working cycle:
P, — static pressure; Y3K — the ultrasonic vibrations; t,, — the time of preliminary pressing of samples;
t, — the ultrasonic vibration exposure time; t,— the static pressure-off delay time; t., — the welding time

Puc. 3. Cozoanue obpasya ceapno2o coeoureHs NOTUNPONUICHA Ha hpe3epHOM CmaHKe:
1 u 2 — eepxnuti u HUMXCHUT O6PA3YBI-NAACTUHBL COOMBEMCMBEHHO, 3 — MEPMOUZOAYUOHHAS NOOKNIAOKA;
4 — ceapounblil UHCMpPYMeHm,; 5 — HANIbLE 8blOUBNIEHHO20 PACNIABA,
6 — npuzma 102icemenmos; 7 — UHmMbl U watibbl O Kpenienus oopasyos;, 8 — MUcKu CmaHoyHvle
Fig. 3. The creation of a sample of a polypropylene welded joint on a milling machine:
1 and 2 — the upper and lower plates-samples respectively; 3 — the heat insulating substrate;
4 — the welding tool; 5 — the overlap of a pressed-out melt;
6 — the lodgments’ prism; 7 — screws and washers for sample fixation; 8 — the machine-tool clamps
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Temreparypy nosepxHoctu CU, morpyskas ero Ha 2 MHH B €M-
KOCThb C XOJIOJTHOH BOJIOW, 3aTe€M OOJYBaJIM CKATHIM BO3IY-
XoM mpH Temreparype 2242 °C u mpoTupaiy caneTKOMH.
Bpems Bo3zneicTBUA yNIbTpa3ByKa Ha 30HY CBAPKU yCTaHaB-
JMUBAJM IO TaiiMepy reHeparopa B muama3oHe 1,2...3,6c¢
¢ maroM, paBHeM 0,2 ¢. Ilpu kaxIoM 3HaYEHUH BPEMEHU
BBITIOJIHSUTH TISITh SKCIIEPUMEHTOB (CO3/1aBaJIi IS Th 00pa3IoB
cBapHOro coenuHenust). OOpasbl COCAMHCHUN IO MeEpe UX
co3nanust (puc. 3) MapKHpoBanu apaOCKuMu nudpamu
W TIOATOTABJIMBAIM K W3MEPEHHIO INTyOMHBI BHEIPEHHUS pa-
604ero Topla BOJIHOBO/A B MOJIUIIPOIUIICH.

W3mepenne riryOMHBI BHEAPEHHS YJIbTPa3BYKOBOTO BOJI-
HOBOJIa B MaTEpHaJl BBIITOJHSUIA IPH IOMOIIM CTOHKH, OC-
HaIeHHOW m3MepuTenbHbIME rojoBkamu tuna C-IV TOCT
10197-1970 cormacuo cxeme (puc. 4). TommuuHy H cBapHOTO
coeguHeHnsT m3Mepsim  TonmmHOMepom  ABSOLUTE
Digimatic 547-401, mmeromuM anama3oH m3MepeHuir ot 0
1o 12 mm, paspemieHne | MKM U IOTPEIIHOCTD £3 MKM.

BennunHy riryOMHBI BHEIPEHUS BOJIHOBO/IA B MaTepHal
onpeaessuia mo Gopmyie (puc. 4)

h=H-c,

rne i — rmyOouHa BHeApeHus: padouero topua CU B nonu-
MPOTIUIICH, MM;
H — o0mast TonmuHa TUIACTUH, BXOJSIIUX B CBapHOE CO-
€INHEHUE, MM;
€ — TOJIIUHA «THA», MM.

HcrbITanue cBapeHHBIX 00Pa3IOB Ha Pa3pbIB MPOBOIMIIN
B cootBeTcTBUM ¢ 'OCT P 55142-2012 nocrne ux BbIIEPKKH B
TeyeHWe 24 9 I 3aBEpIICHHUS TpoLEecca NOIMMEPH3aLiN
Marepuaia. VICTbITaHus BBINONHSIA HAa Pa3phIBHON HCIIBITa-
TenmbHOW MarmHe Mojean 5966 ¢upmsr Instron (CIIIA), oc-
HAIlIeHHOM JaT4ukoM CHibl ¢ mpexpenoM m3mepenus 10 kH
U JIoIycKaeMoil morpemHocTeio mMeperuit 0,5 %. Ilpu
9TOM MPUAEPKUBAIHICH CIEAYIONIEH OCIeI0BATeIbHOCTH:

— UCTBITYEMbIE 00pa3ilbl KOHIAUIMOHUPOBAIN HE MEHEE
449 nmo T'OCT 12423-2013 npu Ttemmeparype (23+£2) °C
1 OTHOCHUTENHHOH BraxkHoctH (50+5) %;

— o0pasel; CBapHOTO COCIUHEHHS KPENHWIM B INPHUCIO-
coOmeHnn (puC. 5) M yCTAaHABIWBAIA B HCIBITATEIHHYIO
MAaIlHy TaK, YTOOBI BEPXHASA M HIDKHSIA 32)KHMHBIC IUIa-
CTHHBI OBUIM MPHXAThl TYOKaMH COOTBETCTBYIOLIMX 3a)KH-
MOB MallHHBI;

— o0pazel Harpyaju pacTATHBAIOIINM YCHJIHEM B Ha-
MIPaBJICHUH, NEPIEHANKYISIPHOM IUIOCKOCTH pa3beMa Ilia-
CTHH CBapHOTIO COEIMHEHMs, CO CKOPOCThIO | MM/MHH IO
MIOJTHOTO OTPBIBA IJIACTHH JAPYT OT JIpYyra;

— (UKCHpOBaNIN MAaKCHUMaJbHOE YCHIHE, 3aTpadeHHOE
Ha paspylIeHne 00pa3ia CBApHOTO COEANHEHIS;

—ompenemsn Tan paspymerns mo [OCT P 58121.3-
2018.

CratucTiuueckyro 0O0paboTKy pe3ylbTaToB H3MEpEHHHA
Bemonesm 1o ['OCT 14359-1969 ¢ mpumeHeHHeM IIpo-
rpammuoro obecrnedenuss STATISTICA. [ns ammpokcu-
Malum pe3yjbTaTOB SKCIICPUMEHTA U IMOJTYUYCHUA aHAJIUTU-
YyecKuX 3aBucuMocteit ucnomaszoBanu MATHCAD.

PE3YJBbTATHBI UCCJIEJOBAHUA

Ha puc. 6 mpencraBieHbl pe3ynbTaTbl 3KCIEPHMEH-
TAJIBHBIX UCCIIEIOBAHUN 3aBUCHMOCTH ITyOMHBI BHEAPEHUS
TOpLA YJIbTPa3BYKOBOIO HMHCTPYMEHTAa M YCHIMS OTphIBA
MaTepuala OT BPEMEHH BO3JCHCTBUA ynbTpa3Byka. Kax
ClIelyeT W3 PUCYHKa, ITyOWHa BHEIPEHHs Toplia WHCTPY-
MEHTa MNPONOPLUOHATBHA BPEMEHHM BO3ACHUCTBUS YIBTPaA-
3ByKa Ha CBAPUBAEMble MaTepUalbl U ONPEIEISIETCS B OC-
HOBHOM BPEMEHEM PAacCILIaBICHUS MaTepuala U €ro BbITEC-
HEHUS I0J JEHCTBUEM YCWIMS IOJAa4YM YJIBTPa3ByKOBOI'O
HWHCTPYMEHTA. 3aBUCHUMOCTh yCHJIMA OTphIBA MaTepuaia OT
BPEMEHU BO3/JCICTBUS YJIbTPa3ByKa HOCUT MHOU XapakTep
U HE SIBJIAETCS TMHEHHOM.

A b
h 4 6 1
— / |
TR S
; !
N \e Ne L DA |
[ VLY
3 5 2 7

Puc. 4. Cxema usmepenus moawunsl «OHa» npu nomowju cmotiku muna C-1V:
1 u 2 — 6epxnssa u HUIICHAA NIACMUHBL C8APHO20 COCOUHEHUSI COOMBEMCMBEHHO;
3 —memannuyeckan niIOCKONAPANIenbHAsl NAIACMUHA;
4 — unouxamopuas 2onoexa muna M4-10, scecmro 3akpennennasn na cmotixe muna C-1V; 5 — omeepcmue 6 niacmune;
6 — ceapnoti wos, 7 — onopuulii cmoaux cmotiku muna C-1V; H — obwas moawuna niacmun 8 C8apHOM COCOUHEHUU,
h — enybuna eneopenus pabouezo mopya CH; ¢ — momyuna «OHa», A — nonodicenue usmepenus; b — nonoscenue ycmanosxu «Hyisiy
Fig. 4. The scheme for measuring the thickness of the “bottom” using a C-1V type stand:
1 and 2 — the upper and lower welded joint plates respectively,; 3 — the metal plane-parallel plate;
4 — ICh-10 type detecting head rigidly fixed on the C-1V type stand; 5 — a hole in the plate;
6 — a welded joint; 7 — the support table of the C-1V type stand;
H — total thickness of the plates in a welded joint; h — the depth of WT working face penetration; c — the “bottom” thickness;
A — measurement location; b — the location of “zero” setting
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Puc. 5. IIpucnocobnenue 0ns kpenienus oopasya c6apHo20 cOeOUHeHUs Ha PA3PLIGHYIO MAUWUHY:
1 u 2 — 6epxHAA U HUIICHSASA NIACMUHBL CBAPHO20 COCOUHEHUS COOMBEMCMBEHHO;
3 u 4 — 8epxXHsA U HUNCHAS ONOPHbIE MEMALTUYECKUE NAACTHUHDL,
5 u 6 — 8epXHAA U HUNCHAS 3AHCUMHBLE NIACUHDL,
7 u 8 — onopHuie nanvysl, 9 — pe2yauposounvlii gunm, 10 — KkpenescHvie eatiku
Fig. 5. A device for fixing a welded joint sample on a tensile testing machine:
1 and 2 — the upper and lower welded joint plates respectively;
3 and 4 — the upper and lower bearing metal plates; 5 and 6 — the upper and lower locking plates;
7 and 8 — the support pins; 9 — the adjusting screw; 10 — the anchor nuts
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Puc. 6. Dxcnepumenmanbhble 3HA4UEHUs U ANNPOKCUMUPYIOWUE UX epauiecKue 3a8UcUMocmu
2nyOunbL 8HEOPeHs MOPYa UHCIMPYMEHmMA 8 Mamepuan (a)
u ycunus ompuiea mamepuana (b) om epemenu 6o3deiicmeust yrompaseyxka
Fig. 6. Experimental values and approximating them graphical dependences
of the depth of tool face penetration into the material (a)
and the force of material separation (b) on the ultrasound exposure time
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Ha puc. 7 npencraBneH rpaduk, TOCTPOCHHBIA IO DKC-
MEPUMEHTAIBHBIM 3HAYCHUAM B KOOPAHHATAX «yCHIHME OT-
PBIBa» — «TTyOMHA BHEAPCHUSI HHCTPYMEHTAY.

Kaxk cnexyer m3 aHanmsa rpaduka, npu U3MEHEHHUH TIIy-
OWHBI BHENpPEHHUS MHCTPyMEHTa 10 3,5 MM YCHIIHE OTphIBa
MaTepraa MEHIETCsl CpaBHUTENBHO 11aBHO ¢ 50 mo 150 H.
[Ipu rnyOuHe BHeIpeHHS WHCTPYMEHTA CBBIIIE 3,5 MM Ha-
OnrosiaeTcst 3HAYNTENBHOE YBEJIMUEHUE YCHINS oTpbiBa ¢ 150
10 400 H.

Bo Bpewms ucnibiTaHui OBIIO OTMEUEHO, UTO AehopMarus
B HaIIPaBJICHUH NPWIOKEHHS PACTATUBAIOIINX YCHIMH BO3-
pacTaer o mpeneia TEKydecTH, 3aTeM IOYTH Cpa3y HacTy-

NAeT pa3pylliEHUE CBApHOTO COEIMHEHMs. BHemHui BuUI
1 COCTOSHHE 00pa3IoB CBapHOTO COCIMHEHHS BO BpeMsI Ha-
TPY)KEHUs pacTIrMBalOIIEeld CWIOW B MOMEHTBl €€ MAaKCH-
MaJIFHOTO ¥ MUHAMAJIFHOTO 3HAYEeHUH MTOKa3aHBI Ha pHC. §.
U3 pucyHKka BUIHO, YTO B MOMEHT IPHIIOKECHUS MAKCHMAJIhb-
HOU CHJIBI TUTACTUHBI CHIIFHO M30THYJIHCH (pHC. § a).

CeapHOWl mOB nedopMupyercs, U ¢ o00Opa3oBaHUEM
HIeWKU COeNUHEHHUE paspylaercs. Tum paspylieHus Iuia-
CTHYECKHH o Bcel moBepxHOCTH oTpbiBa. Ilocne oTpsiBa
pacTsruBaroliee yCuine ucye3aeT, u3rnoHsle nedopmannu
CHMMAIOTCSl, U IUIACTUHBI NPUHHMAIOT IEPBOHAYAIBHOE
moJyioxeHue (puc. 8 b).
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Puc. 7. Dxcnepumenmanbhule 3HaueHUs U ANNPOKCUMUPYIOWASL UX 2PAPUUECKAs. 3a8UCUMOCTb
Yeunus ompwlea Mamepuaia om 21yoursl BHeOpeHUs MopYya UHCIMPYMEHMa 6 MAmepua npu yiompazeyKoeoll ceapke
Fig. 7. Experimental values and approximating them graphical dependence
of the force of material separation on the depth of tool face penetration into the material during ultrasonic welding

Puc. 8. Cocmosnue obpasya npu uchvimanuu:
a — 8 MOMEHM MAKCUMALLHOU CUTIbL, OMPbIEAIOWell NIACIUHbL CBAPHO20 COeOUHeHUs: Opye om opyea, b — 6 momenm ompuiea.
Ha pucynke: 1 u 2 — 6epxHss u HUMCHAS NIACMUHbL CBAPHO2O COCOUHEHUS. COOMBEMCMBEHHO,
3 u 4 — 6epxHAA U HUIICHSIS. ONOPHBLE MEMAIUYECKUE NIACHIUHYL, 5 U 6 — BEPXHASA U HUIICHSISL 3AXCUMHBIE NIACHUHDL, 7 U 8 — ONOPHbIE NAbYbL
Fig. 8. The state of the sample during testing:
a — at the moment of maximum force tearing the welded joint plates from each other; b — at the moment of tearing off.
In the figure: 1 and 2 — the upper and lower welded joint plates respectively; 3 and 4 — the upper and lower bearing metal plates;
5 and 6 — the upper and lower locking plates; 7 and 8 — the support pins
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O0BeMHass TOBEPXHOCTH, MO0 KOTOPOIl MIPOMCXOIUT pas3-
pyLIEHHE CBAPHOTO COEIMHEHHS B PE3YNIbTaTe OTPHIBA ILIA-
CTHH JIPYT OT ApYra, BU3yaJbHO MPEACTABIIET COO0H COBO-
KYITHOCTh MHO)KECTBA BBICTYIIOB W BIIAJAWH IPOU3BOJIHHOM
(hopMEI U pa3mepa.

Ha puc. 9 nokazaH BHENIHWH BU MMOBEPXHOCTEH pa3phI-
Ba CBapHOIO COEJMHEHHMs Ui 00pa3loB, KOrjna IiyOuHa
BHEJIPEHUs TOpIIa MHCTPYMEHTA HE IPEBBIMIACT TOJIIUHY
1acTUHEI (puc. 9 a) u korma npessimiaet (puc. 9 b). B mep-
BOM cCllyuac TJIyOMHAa BHEIPEHHUS TOopla paBHa 2,64 MM,
cusa oTpeIBa cocTasisina 146,80 H, a moBepXHOCTb pa3phl-
Ba OrpaHM4YeHa OKPY)XHOCTBIO JTMAMETPOM, MPAKTUUECKH
paBHBIM quaMetpy Topia CU. Bo BTopom cirydae riryOnna
BHEAPEHHS Topua cocTaBisuia 3,93 MM, cujia OTphIBa paB-
Hs1ack 233,68 H, a amameTp mOBEpXHOCTH pa3phIiBa 3HAUH-
TenpHO Oonpmre. Ha puc. 9b BHAHBI ciembl OT TEYCHHUS
pacruiaBa gaxe 3a MPeZembl ITACTHHBI.

OBCYXIEHUE PE3YJIbTATOB

W3 ananm3a pe3ysbTaToOB CIIEAYET, YTO C YBEIHMUYCHUEM
BPEMEHU BO3/ICHCTBUSI MPOHMCXOIUT IIOBBIIICHUE YCHIIMS
OTpBIBA, YTO 00YCIIOBJIEHO POCTOM HOMHHAJILHOH TUIOMIAAN
B3aUMHOTO MepeMelInBaHus Marepuana. JlaHHbBIA pocT
MIPOYHOCTH CBApHBIX COEANHEHHUIT OBIIT OTMEYEH BO MHOTHX
pabotax [15-17], ogHako B HHUX YBEIWYCHHE KOJIHMUYECTBA
paciuiaBa IPOUCXOJWT 3a CYET NMPUMEHEHHS JHEpreThde-
CKHX KOHIICHTPaTOpOB DPAa3IMYHOM (HOPMBI M pPa3MepoB,
KOTOpBIE TIOBBIIAIOT IIEPOXOBATOCTh COEAWHIEMBIX IO-
BepxHocreii [18; 19].

B Hamem ciy4yae npou3BOAMIACH YNBTPa3ByKOBask CBapKa
HOJIMIPOIIMIICHOBBIX IUIACTHH C MUIOCKOW TIISTHIIEBOM MOBEPX-
HOCTBIO KOHTaKTa, MMEIOIIEH HU3KYIO LIEPOXOBATOCTb. YUH-
TBIBAsl, YTO TOJIIMHBI CBapHBAEMbIX OOPa3lOB COCTABIISLIN
3 MM, a TiIyOMHa BHEApEHUs MHCTPYMEHTa Ooliee 5 MM, T. €.
CBBILIE TPAaHMIIBI pasjena o0pasloB, yBEIMYCHHE ILIOLIAAN

a

B3aMMHOTO IIEPEMEIINBAHNS, a COOTBETCTBEHHO M YCHIIHS
OTpBIBA, MOXET OBITH O0YCIIOBIICHO JIMIIH TEYCHHEM pacIlIaB-
JIEHHOTO MaTepHaja B 3a30p MEXTy KOHTAKTHBIMH ITOBEPXHO-
CTSIMH COEMHIEMBIX 00Pa3IIOB B IIPOLIECCE CBAPKH.

[NonmumponmneH, XOTs W SABIACTCA MOJIMKPHCTAIUIMYE-
CKAM MaTepHalOM, OYE€Hb MATKHH M CHOCOOEH 00pa3oBbI-
BaTh MEXaHUYECKOE [TOBEPXHOCTHOE COSTUHEHHE JaXKe MPH
wioxoM MiaBneHuu [20]. JTo oOecmeyuBacT XOpPOIIYIO
aJire3U0 PacIUIaBICHHOTO MaTepHana B 3a30pe MEXIy IIo-
BEPXHOCTSIMU IUIACTHH, W, CIIEJOBATENIbHO, YBEINYEHHE
ycunust oTpeiBa. Vicxozst u3 3toro, ObuI0 OBl OUEHb M0JIE3HO
MPOBECTH aHAJIOTUYHBIN SKCHEPUMEHT C HMCHOJIB30BaHUEM
JIPYTHX MaTepHanoB, HamnpuMep aMop(HOro MaTepuaina,
TaKOTO KakK IOJIUCTUPOI, W Oosee TBEPIOTo MOJUKPUCTA-
JMYECKOTO MaTepHaja, TAaKoro Kak MoIu(eHNIeH-CYIb(HI.

Kpome Toro, B paboTe He M3ydaicst BOIPOC BIMSIHUA Be-
JIMYUHBI 3330pa MEX/Y COSAUHACMBIMH JETATAMH Ha KOJIHYeE-
CTBO M PaCIpOCTPaHEHHE 3aTCKAIOMIETO B HETO paciulaBa Ma-
TepHaja, 4To IpEJCTABISET NPAKTUUECKHH MHTEpEC C TOUYKU
3peHusi COOpKH JieTaliell nepest yabTpa3ByKOBOH CBapKOH.

TeueHne pacIIaBJICHHOTO MOJMIPOINUIIEHA BBEPX MO
CTeHKaM pabo4yero MHCTPYMEHTa B CTOPOHY, HPOTHBOIIO-
JIO)KHYIO HalpaBJICHHUIO €r0 BHEIPEHUs, U 3aTeKaHUe Mare-
pHana B 3a30p MEXIy COCAMHSICMBIMH IUIACTHHAMH, MO-
BUIUMOMY, 00yCJIOBJIEHO CHM)KEHHEM CHIIBI TPEHHS 32 CUET
BBICOKOYACTOTHBIX KOJEeOaHHH, KOTOPBIE CHOCOOCTBYIOT
(hOopMHUpPOBAHHIO TTOBEPXHOCTHBIX OCrymmx BONH Peres.
Habmonaemoe siBICHHE MOXKET NMPUMEHATHCA Ha MPAKTHKE
JUISL YIBTPa3BYKOBOM CBApKH W3ACNHH W3 MOJHUIPOIHICHA
0e3 NpPUMEHEHHUS] JHEPreTUYECKHX KOHLEHTPAaTOPOB, 4YTO
YIIPOCTUT KOHCTPYKIHMIO COEAMHSIEMBIX YacTel, W, CIeno-
BaTEJIbHO, CHOCOOBI MX H3roToBieHHs. OJHaKO JaHHBINA
BOIpOC TpedyeT Oojee NeTalbHOTO M3YYEHHs U YCTaHOB-
JICHUSI KOJIMYECTBEHHBIX 3aBHCUMOCTE CKOPOCTH TEYCHUS
Marepuajia OT aMIUIMTYAbI, YacTOThl KoJieOaHUH U JAPYrux
apaMeTpoB yIbTpa3ByKa.

Puc. 9. XapaxmepHhoiil 6U0 no8epxXHOCMU Pa3pbléa C8APHOLO COCOUHEHUsI NOCIe OMPbLEA NAACMUN Opye Om Opyaa:
a — obpasey ceaprozo coedunenus Ne 6.2 (t,=2,2 ¢; h=2,64 mm; F=146,80 H),
b — obpasey ceapnozo coeounenus Ne 9.5 (t,=2,8 ¢; h=3,93 mm; F=233,68 H).
Ha pucynre: 1 u 2 — 6epxusis u HUICHSASL NIACMUHBL C6APHO20 COCOUHEHUSI COOMBEMCMBEHHO,
3 — nosepxHocms CK803H020 omeepcmus, 00pazoeasuiecocs 6 pesynvmame eneoperus mopya CH na enybuny 3,93 mm;
4 — nogepxHocmu paspuvlea coeounenust; 5 — yenyonenue 8 guoe 2iyxo20 0meepCcmust
Fig. 9. Typical view of the welded joint fracture surface after separation of the plates from each other:
a — welded joint sample No. 6.2 (t,=2.2 s; h=2.64 mm; F=146.80 N);
b — welded joint sample No. 9.5 (t,=2.8 s; h=3.93 mm; F=233.68 N).
In the figure: 1 and 2 — the upper and lower welded joint plates respectively;
3 — the surface of a through hole formed as a result of WT face penetration to a depth of 3.93 mm;
4 — joint fracture surfaces; 5 — a dimple in the form of a recess hole
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OCHOBHBIE PE3YJIBTATbBI

1. 3aBUCHMOCTb IITyOMHBI BHEJPEHUS TOPLA YIbTPa3BYy-
KOBOTO HHCTPYMEHTAa MpPsIMO NPONOPLHUOHAIBHA BPEMEHU
BO3CUCTBUS YIbTPa3ByKa IPU CBApKe MOIUIPOIUIICHA.

2. 3aBUCUMOCTb yCHJIMS OTPBIBA CBAPHOTO COEAMHEHUS
MaTepHuaioB, CBAPEHHBIX YJIbTPa3ByKOM BHAXJECT, OT Bpe-
MEHHU BO3ACHUCTBUS YJIbTpa3ByKa MMEET HEIMHEUHBIN Xa-
paKTep M Pe3KO YBEIUYUBAETCS MPU AOCTIDKCHHU OIpEse-
JICHHOTO BPEMEHH BO3JCHCTBHSA yIbTPa3ByKa.

3. Ilpu yBenuueHWn TTyOMHBI BHEAPEHHS TOPIA HHCT-
PYMEHTa JI0 TPaHUIIbI pa3/iena IIACTHH MPOYHOCTh CBAPHO-
IO COEMHEHUS IUTABHO BO3PACTAET, a 3a TPAHUIIECH paszena
TEMII pOCTa NPOYHOCTHU HOBBIIIAECTCS.

4. IIpo4HOCTH CBapHOIO COEIUMHEHHS BO3PACTacT IpU
YBEJIMUEHUH KOJIMUYECTBAa PacIliaBa, HaXOJSIIErocs MEXIY
KOHTAaKTHPYEMBIMH NTOBEPXHOCTSAMHU IIJIACTUH.
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Abstract: Polypropylene is one of the most popular thermoplastic materials used in industry. To produce goods from
this material, the ultrasonic welding method is often used. However, despite a large number of scientific papers, the influ-
ence of some parameters of the ultrasonic welding mode on the strength characteristics of polypropylene joints remains
unstudied. The paper presents the results of experimental studies of contact spot ultrasonic welding of plates 3 mm thick
made of 01003-26 grade polypropylene. The authors considered the process of gradual penetration of the ultrasonic tool
working face into polypropylene to a depth equal to the total thickness of the welded plates. Statistical dependences of
the depth of the tool face penetration into the material and the force of material separation on the ultrasound exposure time
are obtained. The influence of the depth of the ultrasonic tool working face penetration on the tearing force of welded
specimens is determined. A significant increase in the tearing force from 150 to 400 N was found at the tool penetration
depth of more than 3.5 mm due to an increase in the nominal area of mutual mixing of the material between the welded
plates caused by the flow of molten material into the gap. The authors proposed a hypothesis about the flow of the molten
material in the direction opposite to the direction of penetration of the working tool by forming traveling Rayleigh waves.
However, its confirmation requires additional studies of the influence of the ultrasonic welding mode parameters and
the size of the gap between the parts to be joined on the rate of the molten material flow into the gap.

Keywords: ultrasonic welding of plastics; polypropylene; welded joint strength; welding tool working part; ultrasonic
welding time; depth of penetration of an ultrasonic tool face.
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