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Influence of Ultrasonic Welding Parameters on Welding Strength between PC / ABS and PMMA
Wang Lu, Bai Liangui, Zhou Zhongyu, Li Qiang
(Shanghai Kumhosunny Plastics Co. Ltd., Shanghai 201107, China)

Abstract : The design and welding conditions of ultrasonic welding materials polycarbonate ( PC ) / acrylonitrile butadiene
styrene(ABS) was studied. These factors have influenced on the improvement of welding strength with PMMA .The results show that
reducing the content of PC and using PC with high molecular weight can increase the bonding strength of ultrasonic welding between
PC / ABS and PMMA. The welding time and frequency also have great influence on the combined strength of several welding
factors. The welding effect of welding surface is good and the welding force is high. The suitable technological parameter is that the

modulation amplitude of the process parameters is 70%, and the retain time is 0.7 s, the welding time is switched to 0.2 s, pressure

holding time is 0.15 s. Based on the conditions above, it can obtain welding strength excellently and the surface effect is better.

Keywords : polycarbonate / acrylonitrile butadiene styrene alloys ; ultrasonic welding ; drawing force
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