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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 acceleration

4. 55

RIELTZA—r 2 HWTT L U Ry hOBERES
AT T AER, T Uy N ORI OHIFSAE & [F
LOWLREESD Z LN TE L, T2, IREOMITIC L
D, BEARECHEANELD AN =X NERT S L HE
W S AL D DR ORI ZA LA 20270 0 | FEREOR
s~ O R E S O H O 72 O OHIRAE b ivT,

SEXHK

DPERIFD, BHMFRE B CHe THIERSUE) 32,
8-14 (3FAk 30 4FE)

2) IS H4040:2006 7 /LI =7 AR OT LI =7 A4
O O%R

F—U— R OBEEES, TN, Uy by A D

Study on Ultrasonic Welding of Aluminum Rivets

Product and Function Evaluation Section ; Toshinao HASHIBA

Planning and Management Department ; Tomoaki ISHIKURO™!

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

shaped welding horn was manufactured in order to join some shapes of rivets, and ultrasonic welding was carried out with using

the horn. As a result of the experiment, change in acceleration considered to be related to expansion of the joint area at the

interface of the joint while welding was confirmed.
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