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Study on Ultrasonic Welding of Thin Plastic Films

CHENG Quan, L1U Meng » ZHU Xi-jing

(North University of China, Taiyuan 030051, China)

Abstract: PP films of 4 different thicknesses were welded with ultrasonic welding. The ultrasonic welding time
corresponds to the peaks of joint strength was obtained. Profile of seal place was observed with microscope.
The same ultrasonic welding method was applied to paperboard. It was founded that material friction heat is the
main cause of fusion welding.
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Fig. 1 Basic principle of ultrasonic welding
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Fig. 2 Influence of ultrasonic welding time on joint strength
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Fig. 3 Photograph of too long ultrasonic welding time
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Fig. 4 Microscopic image of heat sealing layer
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Fig. 5 Positive surface a and joint surface b of cardboard
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Fig. 6 Jointed cardboard by ultrasonic welding
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