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Fig. 1 Shape of test piece
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Fig. 2 Shape of welding horn for rivet joining
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Fig. 3 Measurement result of rivet joining strength
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Fig. 4 Measurement result of average output
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Study on Ultrasonic Welding of Aluminum Rivets

Mechanics and Digital Engineering Section ; Toshinao HASHIBA™!
Monozukuri Research and Development Center ; Tomoaki ISHIKURO

The aim of this study is to develop practical techniques of joining aluminum rivets to aluminum materials by ultrasonic welding.

Some shapes of welding horns were manufactured in order to join some shapes of rivets, and ultrasonic welding was carried out

with using them. As a result of the experiment, average output considered to be related to breakage of the point already joined

was confirmed, and the hemispherical head rivet has improved joining strength under a wide range of weld time.
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