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Fig.7 Temperature change of polythene in welding process
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Calculation and measure of temperature field in joint of ultrasonic welding for polythene
Yang Shigin, Dong Qinggang, Tian Xiubo, Wang Xiaofeng, Wei Qiang
(Harbin Institute of Technology)

Abstract The transforming model of energy in the joint of ultrasonic welding for polythene ‘is
given in this paper and temperature distribution in the joint is calculated by utilising the
transforming mechanism of energy transmission of wave in the viscoelastic body. Experiment re-
sults show that energy transmission model and temperature calculation results are reasonable and
helpful to determine correct welding specification.
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