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Application of Ultrasonic in Arc Welding

FAN Cheng-lei, CHEN Qi-hao, LIN San-bao, YANG Chun-li

(State Key Laboratory of Advanced Welding and Joining, Harbin Institute of Technology, Harbin 150001, China)

ABSTRACT: There are more and more applications for ultrasonic field in the arc welding process. Ultrasound could effectively
improve the arc shape, droplet transfer and weld microstructure. Finally, the mechanical properties of welded joints are im-
proved. The application of ultrasonic in the process of arc welding is mainly related to the method of ultrasonic application.
Different ultrasonic application methods have different characteristics. Ultrasonic assisted arc welding can be divided into dif-
ferent types according to different ultrasonic input methods. This paper mainly reviewed the characteristics and the latest re-
search progress of four ultrasonic assisted arc welding methods: arc ultrasonic technique, coaxial recombination of ultrasonic
and arc, application of ultrasonic on welding wire or application of ultrasonic tool heads on solid base metal or weld surface.
The characteristics of equipment, microstructure and mechanical properties were investigated. The research progress was sum-
marized, and its development prospect and orientation was analyzed at last.
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