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Processing of Ultrasonically Welded Laminated Films

Gao Yang Zhao Yunfeng
( Aerospace Research Institute of Materials & Processing Technology, Beijing 100076)

Abstract  The paper reviews ultrasonically welding process of 12 pum PET/30 pm PE and 12 pm PET/30 pm
CPP laminated films. Welding time, welding pressure and amplitude affect welding quality of the films. The experi-
mental data indicate that joint strength of PET/PE films is higher than that of PET/CPP films. The similar welding
quality can be achieved in the welding process either by bigger welding amplitude and shorter welding time or by lower
welding amplitude and longer welding time. When welding amplitude is from 5 pm to 7 pm,PET/CPP films can reach
high joint strength. Joint strength of PET/PE films is not influenced by welding amplitude. The longer lasting time of
welding time, the higher joint strength of both laminated films. In addition, when welding pressure achieves 150 N,
both laminated films between PET/CPP and PET/PE attain the highest joint strength.

Key words Ulirasonic welding, PET/CPP laminated films, PET/PE laminated films, Welding time , Welding
pressure , Welding amplitude
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Fig.1 Sketch map of ultrasonically welded laminated films
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Fig.2 Relation between joint strength and amplitude
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Fig.3 Relation between joint strength and welding time
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Fig.4 Relation between joint strength and welding pressure
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