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Abstract: The ultrasonic welding (UW) technique is an ultra-fast joining process, and it is used to
join thermoplastic composite structures, and provides an excellent bonding strength. It is more
cost-efficient as opposed to the conventional adhesive, mechanical and other joining methods.
This review paper presents the detailed progress made by the scientific and research community to
date in the direction of the UW of thermoplastic composites. The focus of this paper is to review the
recent development of the ultrasonic welding technique for thermoplastic composites to thermoplastic
composites, and to dissimilar materials. Different ultrasonic welding modes and their processing
parameters, namely, weld time, weld pressure, amplitude, type of energy directors (EDs) affecting
the welding quality and the advantages and disadvantages of UW over other bonding techniques,
are summarized. The current state of the ultrasonic welding of thermoplastic composites and their
future perspectives are also deliberated.

Keywords: thermoplastic composite; ultrasonic welding; energy director; dissimilar materials;
bonding strength

1. Introduction

Composite materials are considered as the wonder material, as all the industries are obsessed
to reduce weight and increase the specific stiffness. Fiber-reinforced composites fit the bill perfectly,
and reduce weight significantly. However, there are still some associated obstacles to realize their
true potential in the industrial manufacturing landscape. Polymer matrix composites are increasingly
used in aerospace, automotive, marine, transport, sports and many other applications, as compared to
conventional metals [1–3]. This is due to lower weight, specific stiffness, corrosion resistance and high
fatigue life, as compared to metals.

Matrix systems used in composites are thermoset and thermoplastic. Recently, thermoplastic
composites have become the most demanding material, as these provide numerous advantages
over thermoset composites. Thermoplastic (TP) composites are preferred due to their excellent
vibration damping [4], high impact resistance [5–9], high productivity, high damage tolerance,
fracture toughness [10–12], recyclability, reformability, being weldable and repairable, having flexural
strength [13–15] and their cost-effectiveness compared to thermoset composites [16,17], and these
properties attracted its usage for high-end applications, such as manufacturing the fuselage and wing
sections of an aircraft. Thermoplastic resin has an inherent ability to become softer once heated
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above the defined temperature range and retain their properties once they are cooled down. Hence,
TP composites are an attractive candidate for the welding of two similar TP composite materials or a
TP composite with dissimilar materials, like thermoset (TS) composites and metals. There is a growing
call from the wide spectrum of industries (aerospace, automotive, sports and many more) to eradicate
the classical ways of joining the polymer composite parts, such as mechanical fastening and the usage
of control adhesives. The major drawback of using the former is that composites are susceptible to the
high-stress concentration generated due to the holes, and its labor intensiveness whilst the latter require
incredibly longer curing time as well as the longer surface preparation [18,19]. Both the conventional
approaches of joining hinders the realistic chances of achieving the shorter production cycles, along
with lighter weight, and are not suitable for automation processes.

The welding attributes of thermoplastics aids to the cost-effectiveness of the composite part
to be manufactured in an industrial environment from forming until the finishing steps [20–23].
The most feasible welding techniques available for the fusion bonding of thermoplastic composites are
resistance [24–26], induction [25,27–32] and ultrasonic welding [16,23,33–53]. They behave differently
in a way in which the heat is generated at the welding interface.

Over the last decades, many industries have moved from conventional metals structures to
composite structures. As the production costs for manufacturing a finished composite part are high,
a technological shift is required in the manufacturing approach. Material selection, the manufacturing
process and the finishing steps are the key drivers to reduce the cost of the final composite product.
As per the industrial reports [54], the most anticipated research directions in the technological
advancement of composite manufacturing technology for automotive, aerospace, sporting, marine,
offshore and other applications are:

• Reducing the raw material cost
• Automation of manufacturing for mass production
• Bonding/joining methodologies for complex composite parts
• Recyclability offered by the final composite part
• Repair and structural health monitoring for damage detection

The cost of composite aircraft structures assembled using mechanical fasteners is reported to be
19%–42% of the total aircraft cost [27], thus the effective and optimized fusion bonding will potentially
reduce the overall manufacturing costs. A cost comparison study was performed by the Defense
and Space Group of the Boeing Company, and it was reported that labor savings of greater than
61% could be obtained by fusion bonding (welding) a composite wing structure, as compared to
a bolted one [27]. These traditional methods have many drawbacks [55], such as, in mechanical
joints, there is a stress concentration due to holes, there are chances of delamination while drilling
the hole, the additional weight of fasteners, rivets and bolts, extensive labor work and the time
required [56]. This highlights an intensive and growing need for an improved method of an automated
joining of thermoplastic composites. A review study was also carried out by Costa et al., on different
fusion bonding technologies that can be implemented in aerospace industries [57]. In the study,
the different fusion techniques, such as resistance welding, induction welding, ultrasonic welding,
microwave welding, and others, were applied in aerospace structures based on the specific application
and requirements.

As explained, there is a growing call from industries to come with a faster and effective way of
joining thermoplastic composite structures. In this paper, a detailed literature review is carried out
regarding the fusion joining process, ultrasonic welding for composites. The advantages of using
ultrasonic welding over conventional and other fusion joining methods and its applications are also
deliberated. The important features and the physical parameters deemed important for the ultrasonic
welding machine are discussed in detail. The different process parameters that influence the welding
quality and other welding aspects for welding TP to TP composites and TP to TS and other materials,
are explained in the subsequent sections. A detailed review covering the ultrasonic welding of different
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TP material systems, and novel attempts to join dissimilar materials, is presented, which could be of
significant interest for a scientific and industrial community to refer to. The future directions based on
the research gap in the area of ultrasonic welding technology is also discussed in the final section of
the paper.

1.1. Composite Joining Methods

Manufacturing large composite parts, such as the fuselage and wing section of aircraft, or the
body of the automobile car, require a large and complex mold, which consequently means a substantial
increase in the cost. However, such a complex part can be manufactured through the assembling of small
parts by using different joining techniques. There are several joining methods [58] used for composite
materials, as shown in Figure 1. For assembling the large composite structures, the conventional
methods which are used in industries are mechanical fastening using rivets and bolts, co-consolidation
bonding, and chemical bonding by control adhesives [59].
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Mechanical fastening methods, namely bolting, riveting and fasteners, are the most common
method of joining in industries. This method is more efficient for metal joining compared to the
polymer composites [30]. The benefits of using mechanical fasteners are that no surface preparation
required, they are easy to inspect, and can be easily disassembled except in case of rivet joints.

But the major associated drawback is the stress concentration associated due to the holes in the
substrates, and it also adds significant weight to the structure. Adhesive bonded joints are one in
which two adherends are bonded together by applying the adhesive between them. With the advances
in the polymer joining technology, the performance of adhesives in terms of strength, fatigue life and
stiffness, have improved. The major advantage of using adhesive joints are that it can be bonded
with dissimilar materials, and also has uniform stress distribution and negligible stress concentration.
However, adhesive joints also have many drawbacks, such as it requires extensive time for surface
preparation and curing, bonding is not as strong as that in the case of mechanical fasteners, and cannot
be disassembled [24]. Adhesive joints require a longer curing cycle time, which is not ideal for
industrial production. Hybrid joints using both the adhesive and bolted joints are also developed to
enhance the mechanical properties. Hybrid joints have shown several advantages in terms of load
bearing capability and fatigue life [60,61]. But also, there are several associated disadvantages, such as
extensive labor work and longer joining time.
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Another option for joining is the fusion bonding, wherein the material at the interface of the joint
is heated, diffused and then cooled to get the fused joint. Thermoplastic materials are well known for
their weldability [16]. Thermoplastic polymers can be reformed by applying heat and pressure, which
makes them suitable for fusion assembly. There are several techniques used for fusion bonding, such
as induction, ultrasonic and resistance welding [24,25,62,63]. Resistance welding is a process where
joining the interface of the adherend is achieved by resistive heating generated by passing an electric
current. It is necessary to place an additional foreign material like a wire or a braid at the interface of the
adherend [26,64]. The resistive heat causes the surrounding polymers to melt, followed by the cooling.
The main advantage of the technique is its effectiveness to join the large and complex joints. The wire
or braid remains the part of the joint, and affects the weld strength. Use of additional foreign material
also increases the cost. Induction welding is a joining process wherein an induction coil is moved
along the weld line, and the eddy current is induced in the conductive carbon composite laminate,
and this results in the melting of the polymer [29–32]. In the case of laser welding, the partially or
fully transparent part has undergone laser treated close to the infrared spectral range [65]. When the
light is absorbed by the conductive reinforcement or additives in the adjacent part, the laser energy
is transferred into heat, and this finally creates the weld between the two parts. This methodology
requires a costly laser system, and is beneficial for mass production approaches. The process though is
cleaner, reduces the risk of distortion, is controllable and precise. Vibration or linear friction welding is
a process where heat is generated by mechanically moving the parts to be joined under an applied
load [66]. Normally, one part is constrained, and there is fast and linear motion of the other part in the
plane to the direction of the joint. Rotational welding is a frictional welding which uses the rotational
motion and is mostly suitable for the circular joint areas [67].

1.2. Advantages and Limitations of Ultrasonic Process

Many researchers [25,44,67–70] have studied the applications of ultrasonic welding technology,
and explained the advantages and the drawbacks of using this process for thermoplastic composites.

There are many benefits of using the ultrasonic welding technique, as discussed below:

• Ultrasonic welding is one of the fastest joining methods as compared to other techniques, such as
induction, resistance welding and arc welding, and hence is most suitable for mass production
and automated processes [25].

• No foreign substances such as fillers are required for the ultrasonic welding of specimens [68].
Spot or seam welding can be carried out using this method.

• The surface damage is minimal in ultrasonic welding, as heat is generated at the interface rather
than the top of the surface like in other welding processes, such as friction stir welding [69,70].

• It is a clean joining process, as it does not generate fumes or sparks during welding, and thus,
is considered environmentally friendly [44].

Some of the limitations of using the ultrasonic process:

• The ultrasonic process is limited to the overlap and shear joints and to the maximum thickness
it can weld. As it is difficult for the vibration to penetrate through the thicker parts and the
oscillation in the bonding zone, it is not enough to produce a sound quality weld [56]. Currently,
the thickness is limited to around 3 mm, due to the power of the equipment being specified [44].

• While using the ultrasonic welding process, the effects of some of the material properties are
unavoidable. High stiffness, hardness and the damping factor being the material properties,
affect the basis of the ultrasonic technique, which is to convert the vibration into thermal energy.
These material properties change the amount of vibration energy required to be delivered to the
interface [36].

• Ultrasonic welding works on the principle of mechanical vibration transmission, so audible noise
may be produced from the resonance state, and is inevitable. In addition, due to vibrational cyclic
loading, the chances of the specimen to fail in fatigue are more [70].
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1.3. Applications of Ultrasonic Welding

Ultrasonic welding has numerous applications in varied industrial fields. These can be found
in automotive, aerospace, medical, electronic and electrical applications and many others [67,71].
In aerospace and automotive industries, they require a lightweight material to increase efficiency by
reducing energy consumption. Hence, using a fastener or bolted joint will add the weight, and due to
the long curing cycle of adhesive joints, ultrasonic welding is the preferred option for mass production
in industries [72]. As mentioned by Palardy et al., ultrasonic welding can be scaled up by sequential
welding; i.e., a continuous line of spot welding will serve the same effect of a continuous weld [73].
Thus, ultrasonic welding can be used for applications where a longer part is needed to be welded.

Being a cleaner process as compared to others, and there is no contamination, ultrasonic welding
is preferred in medical applications such as hospital wear, medical chip tests, sterile clothing, masks
and textiles that are used in clean rooms [74]. Nowadays, this technique is also used in the packaging
industries for the packing of items like milk containers; these containers are made from glass, and are
sealed with aluminum foil [30]. Furthermore, in electronic industries, it is used to assemble the
electronic parts, such as diodes and semiconductors, with substrates. Also, electrical connections
between the devices, such as motors, field coils and capacitors, can be connected using ultrasonic
welding, for which the traditional fastening and adhesives are not desirable [67,72].

1.4. Thermoplastic Polymers for Ultrasonic Welding

There are typically two types of thermoplastic polymer structures: Amorphous and
semi-crystalline [75]. High-quality welding of the polymer component is obtained when the polymers
are heated to the amount that it reaches its viscous flow state in the contact area [36]. In Amorphous
polymers the transmission of ultrasonic vibrations to melt the matrices at the interface are very effective.
It has a wide range of load/amplitudes to be welded (Table 1).

Whereas it is not the same case for semi-crystalline polymers; they are like spring, a percentage of
high-frequency vibrations get absorbed internally, and so it becomes hard to transmit the ultrasonic
energy to the joint interface. Thus, for the welding of semi-crystalline polymers, a high amplitude
vibration is required.

Table 1. Structure of amorphous and semi-crystalline thermoplastic polymers.

Amorphous Polymers Semi-Crystalline Polymers

Distinctive Properties

Random molecular arrangement Orderly molecular arrangement
Broad softening temperature/glass transition temperature (Tg) Sharp melting point (Tm)

Easy to thermoform Difficult to thermoform
Rigid polymers Soft polymers

Tough, Rigid, Good Creep and Chemical Resistance Excellent Chemical Resistance
Transparent look Opaque look

e.g., Acrylonitrile butadiene styrene (ABS), Acrylic,
polycarbonate, polystyrene, Polyvinyl chloride (PVC)

e.g., Nylon, Polyethylene terephthalate (PET),
Polybutylene terephthalate (PBT), Polyether ether

ketone (PEEK), polyethylene

Ultrasonic welding of thermoplastics is divided into two categories based on the position of the
horn (Figure 2):

• Near-field welding
• Far-field welding

Near field welding refers to a distance of joint interface and the horn to be 0.25 inches (6.35 mm) or
less, whereas far-field welding refers to a distance of more than 0.25 inches (6.35 mm) between the joint
interface and the horn [45] as shown in Figure 2. Near field welding is suggested for soft and porous
thermoplastics, whereas far-field welding is preferably utilized for rigid and amorphous thermoplastics.
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and composites.

In the ultrasonic welding of thermoplastics, heat generation is one of the most important parameters
which is generated at the interface resulted from the viscoelasticity phenomenon [33,53]. A protrusion
on the polymer surface is required in order to get a good bond as ultrasonic energy is concentrated at
the interface. For this, the energy director (ED) of different geometries like semicircular or triangular,
are used, as it is a protrusion on one side of the polymer surface.

Energy directors help to increase the quality of the weld and make the welding process faster
and more efficient [67,76,77]. The behavior of polymers was investigated by Lionetto et al., through
ultrasonic wave propagation. A glass state of the polymer was defined as the initial state of polymers
when they remain stiff, and the temperature is low during the ultrasonic welding. As they are subjected
to sinusoidal oscillations, there is an increase in temperature at the interface. The elastic modulus
decreases until it reaches glass transition temperature (Tg) when the temperature is increased, as it
requires less force for deformation [78].

There is a change in the form of polymers from the glassy state into a rubbery state in the glass
transition region, where the molecular segments become activated. But due to molecular friction,
these motions occur with difficulty, and lead to the expansion of the volume of polymers. Increasing
the temperature above Tg did lead to a drop in the modulus due to the decrease in viscosity of an
amorphous polymer, and at this point, amorphous polymers flow more easily. Whereas semi-crystalline
polymers begin to soften above Tg, however, they do not demonstrate fluid behavior until the Tm

range is achieved [78].
The main polymer characteristics that affect the welding are polymer structure, melt temperature,

flowability, stiffness and chemical makeup [75]. Melt temperature is directly proportional to the energy
required for welding, higher the melting temperature the more ultrasonic energy is required to weld.
Stiffness of the material influences the ultrasonic energy transmission; the stiffer the material, the better
is the transmission. Factors like melt temperature and flowability will affect more during the welding of
a dissimilar polymer. Due to the difference in melt temperature, the low melting temperature polymer
will melt early, and this leads to a poor bond. For better welding of dissimilar polymers, a melting
temperature difference should not be more than 22 ◦C, and it should be chemically compatible with
another component [75].

Moisture content also affects the welding quality, as at 100 ◦C, water will evaporate, and this
forms a porous foamy condition and degrades the joint at the interface [79]. Mold release agents are
often applied to the surface of the mold cavity to provide an easy de-molding of the parts. But these
release agents are transferred to the joint interface, and it interferes with the surface heat generation
and obstructs welding [75]. Plasticizers which are added to polymers to impart flexibility can interfere
with the ability of the resin to transmit vibration. Impact modifiers, such as rubber, also reduce the
weldability of material by lowering the ability of resin to transmit ultrasonic vibrations [53,80,81].
Fillers/extenders constitute a category of additives which enhance the ability of some resins to transmit
ultrasonic energy by imparting higher rigidity. However, it is very important to control the amount
of filler added. The usage of up to 20% filler has shown positive results in ultrasonic vibration
transmission, but adding more may lead to an insufficient amount of resin at the interface, which
reduces the welding quality [75].
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2. Ultrasonic Welding Technique

The ultrasonic welding technology is widely used as a joining technique in industries. It was
invented in the 1950s, and is used to join metal, nonmetals, and most recently, the polymer matrix
composites [42].

2.1. Theory of Ultrasonic Welding

Ultrasonic welding falls under the frictional welding category. It is an ultrafast process of joining
thermoplastic composites and works on the principle of an application of the high frequency and low
amplitude vibration at the interface of the joining surfaces of the adherends to be welded.

Ultrasonic welding possesses distinct advantages over other fusion bonding methodologies,
such that the high weld strength can be obtained, welding can be completed in a few seconds, and it is
independent of using a particular material at the interface, as required in resistance and other welding
methods. Therefore, ultrasonic welding is getting wide attention in many industrial applications,
such as the joining of TP composite parts in the aerospace and automotive industries, wire binding in
electronics, and in the packaging industry for sealing purposes.

Ultrasonic welding incorporates the usage of very high-frequency (commonly 20 kHz),
and frictional heat is generated at the interface due to the transmission of mechanical vibrations
transmitted through thermoplastic adherends. It helps the thermoplastic material to melt and flow
and form the interfacial bond between them [30,82]. The main heating mechanisms are viscoelastic
friction and surface friction [33,40]. It is deduced from these studies that the interfacial friction is the
cause for the initial start of the welding process. Whereas, the viscoelastic heating dominates after the
glass transition temperature of the polymer has reached, and it provides the maximum heating during
the welding process [40].

Vibration and solidification phases are two important stages of ultrasonic welding. Ultrasonic
heat is generated during the vibration phase upon applying the ultrasonic vibration and mechanical
pressure where the matrix system will melt and flow. In the solidification phase, the matrix will
consolidate upon only applying the required pressure and time [83]. The specimen is fused as the
energy concentration at the interface increases simultaneously with the increase of welding force.
Mechanical vibration, welding pressure and solidification pressure are applied to the specimen by
the means of a sonotrode. This sonotrode is connected to the transducer, which generates mechanical
vibration through the booster. The generated vibration is transmitted to the welding specimen by the
required amplification through the booster, and the sonotrode as shown in Figure 3.
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In ultrasonic welding, the mechanical oscillation produces an increase in temperature in the
bonding zone, and plastics can be reformed with the introduction of heat and pressure. This makes the
ultrasonic welding as the best candidate for joining thermoplastic polymers, as the thermoset polymers
cannot be reformed with the introduction of temperature or pressure [30,84].

2.2. Ultrasonic Welding Equipment

Ultrasonic welding equipment is used to transmit mechanical vibration at high frequency to the
joint interface along with a static compressive force. Due to the simultaneous application of static
force and dynamic vibrations, fusion at the interface between the specimen occurs, thereby resulting
in a weld. There are five main components in the ultrasonic welding machine, such as an ultrasonic
generator, a transducer (converter), booster, sonotrode (horn) and the fixture on which specimens
rest [35].

2.2.1. Ultrasonic Generator

The main function of an ultrasonic generator is to convert electrical power (5000 W (watts)) at
50–60 Hz into electrical energy at a high frequency of 20 to 40 kHz. The widely used frequency for
ultrasonic welding applications is 20 kHz [35].

2.2.2. Transducer

A transducer (converter) functions to convert high-frequency electrical pulses produced from the
generator into the mechanical vibrations, and to facilitate this, piezoceramics are used, which expand
and contract on exposure to an alternating voltage [35].

2.2.3. Booster

As the name suggests, after obtaining the mechanical vibration from the transducer, a booster is
used to increase or decrease the amplitude of vibrations as per the design requirement by adjusting the
geometry [35].

2.2.4. Sonotrode

The main component which will directly encounter the specimen is the sonotrode (horn).
The function of the sonotrode is to transfer mechanical oscillations to the specimens to be welded.
They can be of different designs and geometries to deliver the right/optimum vibrations to the
workpiece. This sonotrode is mostly made up of titanium and aluminum and their selection is heavily
dependent on the application and possible cost constraints.

2.2.5. Fixture

The fixture is the component placed below the specimen. The main function of the fixture is to hold
the specimen in place during the welding process to facilitate a sound bonding. In addition to these
five components, an ultrasonic welding machine requires many other components, e.g., mainframe or
structure to hold all components together, air compressor, and plc (programmable logic controller) to
control the variable parameters.

2.3. Types of Ultrasonic Welding

The ultrasonic welding technique is used to join metal to metal, thermoplastics to thermoplastics,
and also dissimilar materials like thermoplastics to thermosets, metal-thermoplastic joints [72]. There are
basically two types of ultrasonic welding: ultrasonic plastic welding and ultrasonic metal welding.
The ultrasonic metal welding process is different from ultrasonic plastic welding technique in two
perspectives: (1) how the ultrasonic energy (or vibrations) are transferred to the welding zone, and (2)
how the actual weld is created.
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In ultrasonic metal welding, vibrations are transmitted to the workpiece in the transverse direction,
and pressure is applied on the specimen. This parallel movement enhances the contact area between
the horn and the specimen, and the welding is created via the frictional action of the surfaces that
creates a solid-state bond without any melting of the material [46,85], as shown in Figure 4. This type
of welding technique is preferred for metal joints i.e., metal to metal, and also metals to other materials
(pure polymers or polymer matrix composites).
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Vibrations delivered at the interface are in the longitudinal direction for ultrasonic plastic welding.
For plastic welding, bonding is based on the melting and fusion of the material [30]. During the
ultrasonic polymer welding, heat generation at the interface takes place due to the transmission of
high-frequency vibrations. It helps the thermoplastic material to melt and flow and form the interfacial
bond between them. In ultrasonic polymer welding, oscillation is perpendicular to the welding
zone [72]. For welding the similar or dissimilar polymer matrix composites, the principle of the
ultrasonic polymer welding technique is used.

Typically, for ultrasonic welding, there are two types of joints: different types of energy director
joints and the shear joints (Figure 5). Energy director (ED) is an extra resin protrusion molded onto the
specimen. The joints made using such specimens with ED are called energy director joints. Butt joints
and lap joints are the most used energy director joints. Energy director joints are widely used for the
plastic welding, i.e., for polymers and polymer matrix composites. Shear joints are designed differently,
and herein the direction of vibration transmission is parallel to the welded interface, and the required
heat generation takes place due to the frictional shear force at the interfacial region. Shear joint design
is generally used for a strong structural or hermetic seal to be obtained and is especially useful for
semi-crystalline resins [86,87].
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2.4. Energy Director

Energy Director (ED) is an important physical parameter in ultrasonic polymer welding. The energy
director is a manmade resin protrusion on the composite specimen rich in resin, and does not contain
any fibers, and it is placed at the interface during welding, as shown in Figure 6. As ultrasonic welding
works on the viscoelastic heating phenomenon at the interface, due to the smaller cross-section of the
ED, it helps to increase the viscoelastic heating of the specimen itself by concentrating the energy at
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the interface [41,88,89]. The design of ED plays a very important role to get a sound welding, since
their shape, size, morphology and their configuration, influence the final weld quality. Different
shapes of energy directors can be designed, such as semicircular, triangular, rectangular, multiple EDs
and others [41,51,90]. They can also be oriented in the parallel or perpendicular direction of welded
joints, and their effects could be compared. However, due to the differences in stiffness between the
neat polymer and fiber-reinforced composites, it is easy to use the flat energy director. Ultrasonic
welding of thermoplastic composites can also be achieved without energy directors with specific
process parameters, and by preventing the overheating [91].
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Chuah et al. have studied the effect of different types of energy directors on the welding strength
of Acrylonitrile Butadiene Styrene (ABS) and Polyethylene (PE) [89]. Fernandez et al. have studied the
influence of several configurations of energy directors and investigated the effect of direction of the
energy director with respect to the load direction [41]. Goto et al. investigated the shear and tensile
strength of the ultrasonic welding of CF/PA6 composite adherends with flat ED (PA6, 0.3 mm film) and
without ED at different weld energies [50]. An experimental study based on the Taguchi Method [37,76]
was used to study different factors affecting the welding strength, and the studies showed that ED has
a greater influence than the welding force and vibration time when joining Nylon 6 composites.

Villegas et al., in one the investigation, has shown that flat ED has no negative impact on the
welding process or quality while comparing it with traditional ED (Triangular) [90]. Influence on LSS
with and without ED was investigated by Tao et al., using CF/PEEK and ED of 0.45 mm thickness [51].
The result showed that at the same weld time of 0.9 s, LSS showed nearly 50% higher value of adherend
welded with ED, as compared to one without ED. According to the study by Liu et al., it was found that
the triangular ED is better for virgin polypropylene (PP) and 10% glass fiber-filled PP, but for a higher
percentage of fiber-infused composite, semicircular ED was found to have better weld quality [76].

2.5. Ultrasonic Welding Parameters

The ultrasonic welding quality is controlled or affected by many welding parameters associated
with the welding procedure. Some of the important welding parameters are the vibration amplitude,
power, energy, weld time, vertical displacement during welding, applied weld force before, during
and after the welding, and the hold time [83,92]. Weld energy, weld time and vertical displacement
during welding are mutually exclusive as well. The quality of welding depends upon the amount of
input energy [48]. The input energy is calculated by the physical principles of ultrasonic technology,
as given by Equation (1) [93]:

E = F× f ×A× t (1)

where E is the Input Energy (J), F the Welding Force (N), f represents Frequency (Hz), A denotes the
Vibration Amplitude (µm) and t is the Vibration Time (s).

Harras et al. showed that the optimum joint strength is more related to the total energy input
parameter in the welding process than the weld time [34]. Wang et al. showed that the welding energy
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is one of the dominating parameters to obtain good quality welding by using a two-level full factorial
experiment [48]. Short fiber-reinforced composite with Nylon 6 as a resin without ED was investigated
by varying the different energy inputs. Results showed that with the increase in welding energy
(200 J–1000 J), there was an increase in bonding efficiency. But with a further increase in welding
energy, the bond strength decreases due to the introduction of pores as the horn indentation increases.

Out of these variable parameters, the parameter which significantly affects the welding quality is
the amplitude of vibration, weld time and the load applied [51,83,92,94]. The welding load applied,
and the vibration amplitude determines the rate at which heat is generated at the interface during
welding. The amount of the rate of heat generation is directly proportional to the amount of load and
vibration amplitude applied [33].

2.5.1. Weld Time

The ultrasonic welding time is one of the key parameters in the ultrasonic welding process [76].
Tao et al. investigated the effect of different welding times on the welding strength of carbon
fiber-reinforced PEEK composite with flat PEEK ED by keeping the other parameters constant [51].
This study showed that the welding quality increases with the increase in weld time from 0.7 s to 0.8 s,
but at higher welding time (1.1 s), large cracks and voids are formed at the interface, 0.9 s was found to
be the optimum time for good weld quality.

2.5.2. Welding Frequency/Amplitude

Welding frequency also plays an important role in welding quality [91], Tsujino et al. investigated
the joining strength at different frequencies of the thermoplastic polymers Polypropylene and
Polymethyl methacrylate [38]. This study showed that the joint strength was higher at the high
frequency (from 67 to 180 kHz), due to an increase in the vibration velocity, and thereby increasing
the temperature at the interface, but joint strength reduces at the lower frequencies (27 and 40 kHz).
Ultrasonic generators of 20 kHz frequency are widely used to weld thermoplastic composites, and shown
to have excellent welding results [23,39,41,70].

2.5.3. Welding Pressure

The effect of changing the weld parameters (time, pressure, amplitude and type of ED) on the
weld quality is also studied by Liu et al., in which they have investigated the weld performance of
GF/PP composites [76]. It was reported that the weld pressure has a minimal effect as compared to the
weld time, the amplitude of vibrations and type of EDs [76].

2.6. Welding of TP Composites: Available Test Results

This section presents the available literature on various material systems, such as
Thermoplastic composite/Thermoplastic composite, Thermoplastic composite/Thermoset composite
and Thermoplastic composite/metal, which are used for ultrasonic welding, and will be explained
in detail. Many researches have been carried out on the ultrasonic welding technique by using a
different material system for welding, i.e., thermoplastic composites, thermoset composites, metals
like aluminum and steel and with different combinations. Selected research advances in ultrasonic
welding of the thermoplastic composite are depicted in brief in Tables 2 and 3.

Figure 7 shows an example of typical ultrasonically welded thermoplastic composites in the lap
shear configuration. Figure 7a also depicts the microscopic image of the welded interface showing the
melted and welded matrix layer between the adherends.
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2.6.1. Thermoplastic to Thermoplastic (TP-TP) Composites

One of the key benefits of using thermoplastic composite is its weldability property. Many
researchers have carried out extensive studies on the welding attributes of different types of
thermoplastic composites [62]. Liu et al. [37,76] have investigated the effect of different welding
parameters, like weld time, weld pressure, the geometry of the ED, amplitude, hold time and hold
pressure on the weld quality using the Taguchi method. The materials used for the study were
polypropylene-reinforced glass fiber composites and Nylon 6 reinforced glass fiber composites. Both
the investigation showed that weld time, the amplitude of vibration, and the ED geometry has a
significant effect on the weld quality.

The energy director has a significant effect on the weld quality, as it allows energy concentration
during the joining process [41,88,89]. Chuah et al. [89] investigated the effect of ED by ultrasonically
welding pure ABS and PE thermoplastic with different energy director configurations, such as
semicircular, triangular and rectangular. The semicircular geometry was found to be the most efficient
welding condition, while triangular ED has shown the lowest result. A similar study was carried out
by Villegas [41] on the effect of the weld quality by using different configurations, direction and shape
of energy director. Polyetherimide (PEI) matrix-reinforced carbon fiber composite was used for the
investigation, and the results were examined by carrying out a static lap shear test. The results were
examined by lap shear testing, and no significant effect of the direction of the ED on LSS value was
noticed. Whereas the laminate with multiple ED showed an increase in welding strength with the
increase in the ED volume, up to a certain threshold limit, on the contrary, a further increase in the ED
volume resulted in a reduction of 34% in the LSS value comparatively.
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Table 2. Summary of selected researches on ultrasonic welding of thermoplastic composites to thermoplastic composites.

Ultrasonic Welding of Thermoplastic Composites to Thermoplastic Composite

Year Author Material System Factors Studied ED Weld Time Weld
Pressure/Force Amplitude Frequency Optimised

Weld Strength Reference

2001 Liu et al. GF/PP Effect of ED, weld time
and weld pressure

TED, RED,
SHED 0.25 s, 0.3 s, 0.33 s 2.5, 3, 3.5 bar 25, 36, 40 µm 20 kHz 13.77 MPa [76]

2002 Liu et al. GF/Nylon 6 Effect of ED, weld time
and weld pressure

TED, RED,
SHED 0.25 s, 0.32 s, 0.4 s 2, 3, 4 bar 25, 36, 40 µm 20 kHz 17.11 MPa [37]

2010 Villegas et al. CF/PEI_CF/PEI NA Triangular ED 3.5 s 4 MPa 50 µm 20 kHz 32–36 MPa [41]

2014 Villegas et al. CF/PEI Effect of weld pressure Flat ED
(0.25 mm) Displacement mode 300 N and 1500 N 51.8 and 86.2 µm 20 kHz 37.3 MPa [83]

2015 Villegas et al. CF/PPS Effect of ED TED, Flat Displacement mode 1000 N 86.2 µm 20 kHz 37.1 MPa [90]

2016 Senders et al. CF/PPS Effect of ED Flat ED (0.08,
0.16, 0.24 mm) Displacement mode 1000 N 86.2 µm 20 kHz 36.5 MPa [95]

2017 Palardy et al. CF/PEI Effect of ED Flat ED (0.5,
0.25, 0.06 mm) Displacement mode 1000 N 86.2 µm 20 kHz 37.3 MPa [96]

2017 Villegas et al. CF/PPS NA TED Displacement mode 1000 N 86.2 µm 20 kHz 37.1 MPa [97]

2017 Zhi et al. CF/PA 66 Effect of weld energy/
thermal decomposition NA NA 0.17 MPa NA 20 kHz NA [98]

2017 Zhi et al. CF/PA66 Effect of moisture content/
Amplitude NA NA 0.17 MPa NA 20 kHz NA [99]

2017 Zhi et al. CF/PA66 Effect of pre-heating NA NA 0.17 MPa NA 20 kHz NA [100]

2017 Lu et al. CF/Nylon 66 Effect of repair on welded
joint NA NA (Energy

controlled mode) NA NA 20 kHz NA [101]

2018 Zhi et al. CF/PA 66 Effect of weld time and
weld pressure NA 1.3 s, 1.7 s, 2.1 s, 2.5

s, 2.9 s, 3.3 s
0.13, 0.14, 0.15,
0.17, 0.2 MPa 25 µm 20 kHz NA [102]

2018 Gao et al. CF/Nylon 66 Feasibility to weld 4
mm-thick laminate No ED 1.3 s, 1.7 s, 2.1 s, 2.5

s, 2.9 s, 3.3 s
0.13, 0.14, 0.15,
0.17, 0.2 MPa NA 20 kHz 5.2 kN [103]

2019 Goto et al. CF/PA6 Effect of energy Flat ED (0.3 mm) NA (Energy
controlled mode) 940 N 90 µm 15 kHz 40 MPa [50]

2019 Tao et al. CF/PEEK Effect of weld time Flat ED
(0.45 mm)

0.7 s, 0.8 s, 0.9 s, 1 s,
1.1 s 0.3 MPa 25 µm 60 kHz 28 MPa [51]

2019 Kalyan Kumar et al. GF/PA Effect of weld time NA 0.5 s, 0.55 s, 0.6 s 4 Bar NA 20 kHz 3.1 kN [104]

2020 Bhudolia et al. CF/Elium® Fatigue response NA NA NA NA 20 kHz NA [105]

2020 Bhudolia et al. CF/Elium® Effect of weld time Semicircular ED 0.5 s, 1 s, 1.5 s, 2 s 3 bar, 4 bar, 5 bar 48.75 µm 20 kHz 17.5 MPa [106]

2020 Choudhury et al. Bamboo fiber/PLA Effect of weld time, hold
time, weld pressure NA 1 s, 3 s, 5 s, 7 s, 9 s 1 bar, 2 bar, 3 bar,

4 bar, 5 bar NA 20 kHz 3.7 kN [107]
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A study was carried out by Villegas et al. to use an alternative energy director, i.e., a flat energy
director, to investigate its effect on weld quality [83]. In this study, CF/PEI composite was used with
flat ED (PEI) of 0.25 mm thickness. The investigation was carried out at different amplitude values and
different welding forces. Displacement control mode was used for welding. This research showcased
that the vibration phase in the welding process can be divided into five different stages, and showed
the relationship of the weld strength w.r.t. all of the vibration phases. Figure 8 represents the five stages
in the vibration phase of ultrasonic welding, and the Stage 1 heating of the ED shows the continuous
increase in dissipated power until it reaches the maximum value. Stage 2 shows the local melting
of the resin, and hence there is a reduction in the power, but the sonotrode displacement remains
constant, whereas in Stage 3 there is a sonotrode movement, and it flushes out the molten resin from
the interface. Stage 4 shows the plateau in the power curve signaling the local melting of the matrix
in the adherend along with the flow of molten ED. In Stage 5, the melting of a matrix in adherend is
predominant, which results in a reduction of the power. This possibility was also studied by Benatar
and Gutowski on the samples with triangular energy directors, and they analyzed that the changes in
the dissipated power and the acceleration are due to the five subprocessES which occur during the
ultrasonic welding [108].
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A comparison of flat energy director (PPS) and triangular energy director was also studied by
Villegas et al., where CF/PPS composite was used [97]. In this investigation, they showed that the ED
configuration with triangular strips has two more additional stages as compared to the conventional
five stages in the flat ED study. They also showed that the last four stages behave similarly to the flat
ED in the power displacement curve.

Similar studies were carried out by Senders et al. [95] and Palardy et al. [73,96] on the effect of flat
energy directors, and using the displacement control mode with different material systems. CF/PPS
and CF/PEI composites were used for the investigation, respectively. Senders et al. investigated three
different welding conditions, with fully welded overlap, spot welding and continuous welding of the
adherends [95]. The investigation is to show that zero flow welding can be carried out, i.e., through
continuous welding a higher weld strength, which can be obtained without local deformation of the
adherends, as the sonotrode moves along the weld line.

Palardy et al. investigated the effect of the thickness of the flat ED of PEI, 0.06, 0.25 and 0.5 mm on
the ultrasonic welding and studied the power curve [96]. This study showed that the higher thickness
film i.e., 0.25 and 0.5 mm shows similar behavior as the film melts first and then the substrate. While in
the case of 0.06 mm, both the film and adherends melt simultaneously.
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Villegas has also investigated the weld time required by the triangular energy director as compared
to the flat energy director by comparing its weld strength and using the displacement control mode for
testing [97]. The result showed that the melting of the triangular ED is two times faster than the flat ED,
but the time required to fill the full overlap area and to consolidate is relatively the same. A study on
the ultrasonic welding of the thermoplastic composite without the energy director was also carried out
by Zhi et al., where the aim was to find the optimum displacement of the horn using the displacement
control method corresponding to the max shear strength [102]. CF/PA-66 composite laminate with 30%
weight-fiber was used for the study, and it showed that the displacement time graph can be divided
into four stages. The 3rd stage shows the welding of the specimen, and the optimum displacement
can be determined. This optimum value yields in the desired welded area and strength. An energy
control mode was used by Goto et al. [50], and a constant time mode was used by the author Tao [51],
to investigate the welding using the flat ED. A similar study was also carried out by Gao et al. on CF/

Nylon 66 composite laminate to check the weldability of this material system with a 4 mm thickness
panel [103]. Results were investigated by manufacturing lap joint laminate without energy director
and by varying the weld time and weld pressure. Results showed that it is feasible to weld 4 mm thick
panel, and the optimized condition given max weld strength of 5.2 kN was obtained at the welding
time of 2.1 s and a horn pressure of 0.15 MPa.

Tao et al. [51] investigated the effect of different welding times on the welding strength of CF/PEEK
composites using a flat ED of 0.45 mm thickness. Results from this study showed that with the gradual
increase in weld time, weld strength also increases. On the contrary, after an optimum time, a further
increase in weld time resulted in larger cracks and voids, and the weld strength was significantly
reduced. The reason for this was explained as an increase in weld time gradually melts the material
at the interface properly, but excessive increase in weld time leads to the formation of the voids
and crack at the heat-affected zone (HAZ). A similar tendency was analyzed by Choudhury et al.,
where the effect of the welding parameters, such as weld time, hold time and weld pressure were
studied [107]. An investigation was carried out on the ultrasonically welded green composite specimens
manufactured using bamboo fibers as a reinforcement and poly(lactic) acid (PLA) as a matrix material.
The results showed the maximum tensile failure load at the optimum welding condition at welding
time of 3 s, hold time of 9 s, and welding pressure of 3 bar [107].

Goto et al. [50] investigated the welding strength of CF/PA-6 composite by two tests of lap shear
test and cross tensile test with cross-ply and twill woven laminates, and compared the results of both
the laminates with and without energy director at different energies. Their study showed that twill
woven laminate has higher LSS1, but a lesser LSS2 value, as compared to cross-ply laminate. It also
showed that the LSS1 value is around 77% higher for twill woven laminate, with ED as compared
to without ED, while LSS2 showed almost the same result. Zhi et al. studied the effect of the weld
energy of carbon fiber/polyamide 66 (CF/PA 66) composite laminates on the welding strength. Results
from the study showed that an increase in weld energy leads to an increase in weld strength, however,
with excessive energy, the weld strength decreases. The main reason for the effect is the thermal
decomposition of the composite (decomposition index of 12%–30%) for the deterioration of the weld
quality [98].

Ultrasonic welding of the GF/PA composite laminate in the shear joint was investigated by
Kalyan Kumar et al. [104]. Adherends were welded at different weld time and tested in the lap shear
configuration. The result showed to have a maximum separation load at a weld time of 0.6 s with a
constant weld pressure of 4 bar and hold time of 0.55 s.

Bhudolia et al. recently investigated the ultrasonic welding attributes of the CF/Elium® composite
laminates with the integrated semicircular ED (refer Figure 9a) [106]. An optimized study was
carried out by varying the weld time and weld pressure at a constant amplitude. The results were
analyzed using standard lap shear testing, and were also compared to the conventional adhesive
joints. The results showed 23% higher lap shear strength for ultrasonically-welded composite joints,
i.e., 17.5 MPa, when compared to the adhesively-bonded joints which were at 14.2 MPa. SEM analysis
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of the fractured surface at a maximum LSS value was also studied, showing the failure mechanism and
features such as shear cusps, plastic deformation sites, good surface adhesion, and the fiber pullout
which attributes to the good bonding between the adherends (refer Figure 9b).
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Recently Bhudolia et al. analyzed the fatigue response of the welded sample and compared the
integrated ED, flat ED, and adhesively-bonded sample [105]. The material system studied was carbon
fiber-reinforced Elium® composite laminate, and the results showed that the welded samples with
integrated ED show a better fatigue life, as compared to adhesives and welded samples with loose film
(flat ED) (refer Figure 10). Higher weld strength is attributed to the fiber impingement and shear cusps
formation, which contributed to strong interfacial adhesion between the adherend with integrated ED.
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Modeling work is carried out by Wang et al., to predict the Mode II shear by developing a
surface-based cohesive model for 40% CF Nylon 6 composite laminates. The model was experimentally
verified, and it can be effectively used to predict the composite weld joint properties under shear
loading scenarios [48]. Also, detailed research is carried out to understand the influence of moisture
absorption on the weld performance of carbon-fiber-reinforced Polyamide 66 composites under a static
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lap shear test. Even a moisture absorption of 1 wt% was found to be detrimental in reducing the
welding property of the composite samples. However, it is also suggested that the reducing effect of
weld strength can be fully reversed if the samples are dried before the welding. In addition, there was
a minimal effect of moisture absorption when the samples were welded at an amplitude larger than
100 µm [99].

Effect of preheating the CF/polyamide 66 composite samples before welding was studied by
Zhi et al., and the tensile and fatigue responses were investigated. While the tensile properties remain
unaltered, there was significant improvement noticed for the composite laminates pre-heated at
125 ◦C with 30% higher endurance limit. Preheating reduced the composite decomposition, and there
was a noticeable reduction in the temperature gradient which was attributed to enhanced fatigue
performance [100]. Lu et al. also carried out some work on the repair methodology for the welded
CF/Polyamide 66 composites. Herein, the welds were repaired by using the second stage of ultrasonic
vibration at the same weld parameters, and this resulted in improved quasistatic performance and
less scatter in the weld results. The technique yielded positive results owing to the increase in the
weld area near the vicinity of the pre-existing weld [101]. Another study is carried out with ABS and
HDPE thermoplastics to understand the effect of the height and the angular placement of the energy
directors [109]. While the effect of the former was found to be significant, the later did not show much
difference in terms of the weld strength of the butt joints and the interfacial temperature [109].

Li et al. also studied the effect of blank holding force (BHF), where an annular clamp was used
to apply the variable force [110]. The results showed that the usage of BHF acts as a concentrated
energy director, and when used effectively, a localized weld condition is achieved where the melt area
is created initially by improvising the point of contact of the sonotrode and the laminate. Recently,
Li et al. have also carried out the modeling work, and proposed a model to effectively predict the weld
quality based on the correlation between the ultrasonic welding parameters (power and force) and the
vibrations [111]. This model can be effectively utilized to predict the online weld quality of carbon
fiber composites, and during the automation.

Recently Palardy et al. also studied the effect of amplitude vibration on ultrasonic welding by
carrying out the experimental and modeling work to understand the hammering phenomenon which
is caused due to loss of contact between the top adherend and the sonotrode [112]. The proposed
model effectively predicts the periodic effect of hammering, which effects the heat generation at the
adherend interface.

Chen et al. carried out research work on the single-sided UW of CF/nylon 6 composites with
30% mass fraction and developed an analytical model to estimate the heat generation during the
welding process [113]. This novel welding approach demonstrated higher weld strength and weld area
owing to the Coulomb friction at the interface which increased the heat generation during the welding
process. The effect of horn misalignment is also studied, where the welding study was carried out on
(CF/PA 66) composite. An analytical model was developed to effectively model the horn misalignment
effect on the weld size, and the results were experimentally validated [114]. The results showed that
misalignment of greater than 4 degrees was an optimal limit after which the weld area and weld
strength are dramatically decreased, as there is significant energy deviation at the fraying surfaces.

2.6.2. Thermoplastic Composites to Other Materials

Various researches on the joining of dissimilar material, like the joining of the thermoplastic
composite to thermoset composite, thermoset composite to thermoset composite using a thermoplastic
coupling layer, and joining of the thermoplastic composite to aluminum and steel, have been
investigated. As ultrasonic welding works on the principle of melting of resin and forming the
bond between the adherend; the direct welding of thermoset composite is not feasible as they cannot
melt or soften owing to their crosslinked molecular structure. Don et al. [115] patented a method of
co-curing of the thermoplastic film on the thermoset composite stack, and this method enables to join
the thermoplastic composite to the thermoset composite.
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Table 3. Summary of selected researches on ultrasonic welding of thermoplastic composites to other materials.

Ultrasonic Welding of Thermoplastic Composites to Other Materials

Year Author Material System Factors Studied ED Weld Time Weld
Pressure/Force Amplitude Frequency Optimised

Weld Strength Reference

2009 Balle et al. CF/PA66-
Aluminum

Effect Al alloys on
shear strength NA NA/2160 Ws

Weld energy 140 N 38–42 µm 20 kHz 30 MPa [39]

2013 Wagner et al. CF/PA66-
Aluminum

Effect Al alloys and
heat treatment on

shear strength
NA NA/2160 Ws

Weld energy Variable 38–42 µm 20 kHz 58 MPa [72]

2015 Villegas et al. CF/PEEK-CF/Epoxy NA Flat PEEK Film
(0.25 mm)

460 ms/830 ms
(heating time) 1500 N/300 N 90 µm/72 µm 20 kHz NA [116]

2018 Villegas et al. CF/PEEK-CF/Epoxy Effect of PEI film Flat PEI Film (0.05 mm
(co-cured) + 0.25 mm)

4 s
(Solidification) 2000 N 73.4 µm 20 kHz 28.6 MPa [49]

2018 Lionetto et al. CF/Epoxy-CF/Epoxy Effect of co-curing of
film of diff. thickness

PVB Film (0.075 and
0.25 mm)

4 s
(Solidification) 1500 N 86.2 µm 20 kHz 25 MPa [117]

2019 Tsiangou et al. CF/PEI-CF/Epoxy Effect of co-cured film
and lose film

Flat PEI Film (0.06 and
0.25 mm)

4 s
(Solidification) 1500 N 86.2 µm 20 kHz 37.7 MPa [118]
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Thermoplastic composite joining to thermoset composite is studied with different thermoplastic
films as an interlayer. Some of the investigated polymers are Polyether ether ketone (PEEK) [116],
Polysulfone (PSU) [119], Polyphenylene sulfide (PPS), Polystyrene (PS) [120], Polyetherimide (PEI) [118]
and Polyvinyl butyral (PVB) [117]. The selection of the coupling film is highly constrained by a multitude
of factors, such as the processing temperature, adhesion between the coupling film and the adherend,
i.e., compatibility, and other factors [117]. The manufacturing temperature, i.e., the temperature at
which the thermoset composite is cured during the co-curing with the film and processing temperature
of the coupling film, i.e., the temperature range at which it is welded plays an important role in the
bonding and the failure of the adherends. The other two challenges in the welding of the thermoplastic
composite to thermoset composite is the bonding between them and the thermal degradation of the
thermoset composite because of the high temperature at the interface during welding [116].

Lionetto et al. [117] investigated welding of CF/Epoxy composite laminate to CF/Epoxy laminate
using PVB film, which is integrated into the laminate by co-curing it with the CF/Epoxy prepreg. Two
film thicknesses of 75 and 250 µm were investigated. Co-curing with the Epoxy laminate was studied,
with induction welding and ultrasonic welding, using displacement control mode. The result showed
that the LSS value obtained was around 25 Mpa, but the failure was observed in the weld line at the
first ply between the PVB film and the reinforced CF. Induction welding gave a thicker weld line, and
as a result, the premature failure was observed away from the weld line.

During the fusion bonding of the thermoplastic composite to thermoset composite, there is
always a chance of the thermal degradation of the thermoset composite due to the high temperature.
Villegas et al. [116] carried out research work to prevent the thermal degradation of the thermoset
composite during welding. In the investigation, the major finding was that thermal degradation can be
avoided if the welding is carried out under 1 s of time. Additionally, this can be achieved only by the
ultrafast ultrasonic fusion bonding process. For the study, the ultrasonic welding of the CF/PEEK and
CF/Epoxy material system was used with an ED film of PEEK as an interlayer between the dissimilar
adherends. Different configurations were tried for welding, i.e., direct welding without ED, which
showed the very poor result, indirect welding, i.e., using PEEK ED film in between the adherends, and
also with PEEK coating on the CF/Epoxy laminate. Effective usage of the ultrasonic welding technique
with the thin ED film/coating layer provided an efficient heat shield to thermoset laminate, hence
thermoset/ thermoplastic laminate can be welded efficiently [121].

Tsiangou et al. [118] investigated the ultrasonic welding of CF/PEI and CF/Epoxy composite
by co-curing the coupling layer of thermoplastic PEI with different thicknesses (0.06 and 0.25 mm),
and compares it with the loose ED of the same thickness. The results showed that the welding without
the loose ED resulted in the overheating of the adherend, showing voids and porosity at the interface.
On the contrary, with the loose ED, the adherend gave the good welding strength, and also a good
bonding at the interface without any porosity or voids. A similar study for the optimization of welding
parameters was carried by the Villegas [49], with CF/PEEK and CF/Epoxy composites with coupling
PEI film of 0.05 mm and loose PEI ED film of 0.25 mm thickness. It was concluded that the adherends
Carbon/epoxy-PEI and C/PEEK were welded efficiently as the optimal miscibility of PEI and PEEK
were exploited during the welding.

As the use of the CFRP in the industries is increasing sharply, and the metals are still widely used in
these industries. There is a need for the development of the joining technology of CFRP-metal. Joining
methods used conventionally for CFRP-metal are adhesive bonding, bolt connection, riveting and
welding [122,123]. Researchers have also investigated the ultrasonic welding of metals to thermoplastics
by using a metal welding process, where the applied vibration is parallel to the specimen, as opposed
to the plastic welding with the perpendicular vibrations to the surface of the specimen. Balle et al. [39]
and Wagner et al. [72] have investigated the ultrasonic welding of Al and Al alloys, respectively,
to thermoplastic composites, using both the approaches, and concluded that the metal welding process
is an apt solution for joining metals to TP composites as the matrix between the two adherends is
removed during the welding process and fibers are directly exposed to the metal surface. Al-Obaidi
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has investigated the welding of Al with pure ABS polymer and achieved the lap shear strength of
2.3 MPa [124]. There are no other significant studies available in the literature on welding metals to
thermoplastic composites.

3. Conclusions and Future Directions

With the gradual increase in the usage of the composite materials in aerospace, automotive,
sports, wind turbine and other industries, there is a growing call from the industries to develop the
novel and fast joining techniques for large and complex structures. In this review article, a detailed
literature review was carried out, and it was noticed that fusion bonding has tremendous potential
in joining composite parts, and it possesses unique advantages over conventional joining methods.
There are several researches carried out on investigating the different fusion bonding techniques,
such as ultrasonic welding, resistance welding, friction welding, and others, using different types of
thermoplastics composites. These studies showed that the ultrasonic welding technique has more
advantages compared to other fusion joining techniques, it is not only an ultra-fast process, but it also
provides excellent bonding strength. It is more cost-efficient, as opposed to the conventional adhesive,
mechanical and other joining methods. As for larger parts, such as aerospace fuselage, bulkhead,
automotive, wind turbine blades, surfboards, etc., adhesive handling is very cumbersome due to the
larger curing time and the handling concerns, especially using the manual processes. Researchers have
also investigated the welding of different types of thermoplastics, the pure thermoplastic polymers
or thermoplastic composites with fiber reinforcements. Different thermoplastics, such as PEEK, PEI,
Nylon, PA6, PP, and others have already been investigated. As well as this, welding thermoplastic
to thermoset prepreg composites and metals is investigated by many researchers. There are various
welding parameters that affect the ultrasonic welding quality, such as weld time, pressure, amplitude,
type of Eds, and significant research is carried out in this direction, and is well documented in this
review paper. Weld time is generally found to be the dominating parameter which affects the weld
quality. From the literature review, it is evident that energy directors also play a very important role on
the weld quality.

Although substantial research has been done in the area of the ultrasonic welding of thermoplastic
composites, the research is mostly confined to prepreg composites. There is no research carried out on the
manufacturing of the integrated EDs using the RTM manufacturing process. Integrated EDs were only
manufactured using prepreg composites, and are cured at high temperatures. Also, it will be interesting
to further the research to weld the with reactive processing thermoplastics, like Polyurethanes (PU),
Cyclic Butylene Terephthalate (CBT), and recently developed acrylic Elium® resin [4,7,14,125–127],
which can be manufactured using liquid injection processes. Welding of thermoset to thermoplastic
composite can be further investigated by exploring more novel manufacturing strategies to create
a coating layer on the top of the epoxy laminate to achieve the desired phase change to enhance
the lap shear strength. In addition, considerable research should be carried out to understand the
weld effectiveness of thermoplastic composites to metals by using different welding strategies, and
with different surface preparation techniques for, e.g., the chemical treatment of the metal surfaces to
enhance the welding strength. Different demonstrators can be welded ultrasonically for industrial
applications, such as bike frames, stringers of the fuselage section, bulkhead structures, and many more,
with the integrated ED and with flat ED film approach, and the associated results and challenges can be
deliberated from the detailed research. Automation of ultrasonic welding should be investigated with
continuous welding of complex structures and comparing its performance with the conventionally
used adhesive bonding.
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Abbreviations

UW Ultrasonic welding
ED Energy Director
TP Thermoplastics
TS Thermosets
ABS Acrylonitrile butadiene styrene
PVC Polyvinyl chloride
PET Polyethylene terephthalate
PBT Polybutylene terephthalate
PEEK Polyether ether ketone
PE Polyethylene
PA Polyamide
PP Polypropylene
GF Glass fiber
CF Carbon fiber
LSS Lap shear strength
PSU Polysulfone
PPS Polyphenylene sulfide
PS Polystyrene
PVB Polyvinyl butyral
PEI Polyetherimide
HAZ Heat affected zone
BHF Blank holding force
CBT Cyclic Butylene Terephthalate

References

1. Chawla, K.K. Composite Materials, Science and Engineering; New York Inc.: New York, NY, USA, 1998.
2. Bhudolia, S.K.; Kam, K.K.; Perrotey, P.; Joshi, S.C. Effect of fixation stitches on out-of-plane response of textile

non-crimp fabric composites. J. Ind. Text. 2019, 48, 1151–1166. [CrossRef]
3. Bhudolia, S.K.; Fischer, S.; He, P.G.; Yue, C.Y.; Joshi, S.C.; Yang, J.L. Design, Manufacturing and Testing

of Filament Wound Composite Risers for Marine and Offshore Applications. Mater. Sci. Forum 2015, 813,
337–343. [CrossRef]

4. Bhudolia, S.K.; Perrotey, P.; Joshi, S.C. Enhanced Vibration damping and dynamic mechanical characteristics
of composites with novel pseudo-thermoset matrix system. Compos. Struct. 2017. [CrossRef]

5. Taillemite, S. Arkema Gains Ground in Composites and Launches a Revolutionary Range of Elium Liquid
Resins. Available online: http://www.arkema.com/en/media/news/news-details/Arkema-gains-ground-in-
composites-and-launches-a-revolutionary-range-of-Elium-liquid-resins/ (accessed on 12 February 2017).

6. Matadi Boumbimba, R.; Coulibaly, M.; Khabouchi, A.; Kinvi-Dossou, G.; Bonfoh, N.; Gerard, P. Glass fibres
reinforced acrylic thermoplastic resin-based tri-block copolymers composites: Low velocity impact response
at various temperatures. Compos. Struct. 2017, 160, 939–951. [CrossRef]

7. Bhudolia, S.K.; Joshi, S.C. Low-velocity impact response of carbon fibre composites with novel liquid
Methylmethacrylate thermoplastic matrix. Compos. Struct. 2018, 203, 696–708. [CrossRef]

8. Obande, W.; Ray, D.; Ó Brádaigh, C.M. Viscoelastic and drop-weight impact properties of an acrylic-matrix
composite and a conventional thermoset composite–A comparative study. Mater. Lett. 2019, 238, 38–41.
[CrossRef]

9. Kinvi-Dossou, G.; Matadi Boumbimba, R.; Bonfoh, N.; Garzon-Hernandez, S.; Garcia-Gonzalez, D.; Gerard, P.;
Arias, A. Innovative acrylic thermoplastic composites versus conventional composites: Improving the impact
performances. Compos. Struct. 2019, 217, 1–13. [CrossRef]

10. Bhudolia, S.K.; Perrotey, P.; Joshi, S.C. Mode I fracture toughness and fractographic investigation of carbon
fibre composites with liquid Methylmethacrylate thermoplastic matrix. Compos. Part B Eng. 2018, 134,
246–253. [CrossRef]

http://dx.doi.org/10.1177/1528083718757525
http://dx.doi.org/10.4028/www.scientific.net/MSF.813.337
http://dx.doi.org/10.1016/j.compstruct.2017.07.093
http://www.arkema.com/en/media/news/news-details/Arkema-gains-ground-in-composites-and-launches-a-revolutionary-range-of-Elium-liquid-resins/
http://www.arkema.com/en/media/news/news-details/Arkema-gains-ground-in-composites-and-launches-a-revolutionary-range-of-Elium-liquid-resins/
http://dx.doi.org/10.1016/j.compstruct.2016.10.127
http://dx.doi.org/10.1016/j.compstruct.2018.07.066
http://dx.doi.org/10.1016/j.matlet.2018.11.137
http://dx.doi.org/10.1016/j.compstruct.2019.02.090
http://dx.doi.org/10.1016/j.compositesb.2017.09.057


Materials 2020, 13, 1284 22 of 26

11. Barbosa, L.C.M.; Bortoluzzi, D.B.; Ancelotti, A.C. Analysis of fracture toughness in mode II and fractographic
study of composites based on Elium® 150 thermoplastic matrix. Compos. Part B Eng. 2019, 175, 107082.
[CrossRef]

12. Shanmugam, L.; Kazemi, M.E.; Rao, Z.; Lu, D.; Wang, X.; Wang, B.; Yang, L.; Yang, J. Enhanced mode
I fracture toughness of UHMWPE fabric/thermoplastic laminates with combined surface treatments of
polydopamine and functionalized carbon nanotubes. Compos. Part B Eng. 2019. [CrossRef]

13. Bhudolia, S.K.; Perrotey, P.; Joshi, S.C. Experimental investigation on suitability of carbon fibre thin plies for
racquets. Proc. Inst. Mech. Eng. Part P J. Sports Eng. Technol. 2016, 230, 64–72. [CrossRef]

14. Bhudolia, S.K.; Joshi, S.C.; Bert, A.; Yi Di, B.; Makam, R.; Gohel, G. Flexural characteristics of novel carbon
methylmethacrylate composites. Compos. Commun. 2019, 13, 129–133. [CrossRef]

15. Kazemi, M.E.; Shanmugam, L.; Lu, D.; Wang, X.; Wang, B.; Yang, J. Mechanical properties and failure modes
of hybrid fiber reinforced polymer composites with a novel liquid thermoplastic resin, Elium®. Compos. Part
A Appl. Sci. Manuf. 2019, 125, 105523. [CrossRef]

16. Benatar, A. 12 - Ultrasonic welding of plastics and polymeric composites. In Power Ultrasonics, Gallego;
Juárez, J.A., Graff, K.F., Eds.; Woodhead Publishing: Oxford, UK, 2015; pp. 295–312. [CrossRef]

17. Stokes, V.K. Joining methods for plastics and plastic composites: An overview. Polym. Eng. Sci. 1989, 29,
1310–1324. [CrossRef]

18. Gilmore, C.M. Advanced Composites Manufacturing By Timothy G. Gutowski. Mater. Manuf. Process. 1998,
13, 626. [CrossRef]

19. Niu, C.; Niu, M.C.Y. Airframe Structural Design: Practical Design Information and Data on Aircraft Structures;
Adaso Adastra Engineering Center: Hong Kong, China, 1999.

20. Offringa, A.R. Thermoplastic composites—Rapid processing applications. Compos. Part A Appl. Sci. Manuf.
1996, 27, 329–336. [CrossRef]

21. Van Rijswijk, K.; Bersee, H.E.N. Reactive processing of textile fiber-reinforced thermoplastic composites—An
overview. Compos. Part A Appl. Sci. Manuf. 2007, 38, 666–681. [CrossRef]

22. Advani, S.G.; Hsiao, K.T. Introduction to composites and manufacturing processes. In Manufacturing
Techniques for Polymer Matrix Composites (PMCs); Advani, S.G., Hsiao, K.-T., Eds.; Woodhead Publishing:
Oxford, UK, 2012; pp. 1–12. [CrossRef]

23. Raza, S.F. Ultrasonic Welding of Thermoplastics. Ph.D. Thesis, University of Sheffield, Sheffield, UK, 2015.
24. Stavrov, D.; Bersee, H.E.N. Resistance welding of thermoplastic composites-an overview. Compos. Part A

Appl. Sci. Manuf. 2005, 36, 39–54. [CrossRef]
25. Villegas, I.F.; Moser, L.; Yousefpour, A.; Mitschang, P.; Bersee, H.E. Process and performance evaluation

of ultrasonic, induction and resistance welding of advanced thermoplastic composites. J. Thermoplast.
Compos. Mater. 2013, 26, 1007–1024. [CrossRef]

26. Brassard, D.; Dubé, M.; Tavares, J.R. Resistance welding of thermoplastic composites with a nanocomposite
heating element. Compos. Part B Eng. 2019, 165, 779–784. [CrossRef]

27. Wedgewood, A.R.; Hardy, P.E. Induction Welding of Thermoset Composite Adherends using Thermoplastic
Interlayers and Susceptors. In Proceedings of the 28th International Technical Conference Society for the
Advancement of Material and Process Engineering, Seattle, WA, USA, 1996; pp. 850–861.

28. Mahdi, S.; Kim, H.J.; Gama, B.A.; Yarlagadda, S.; Gillespie, J.W. A comparison of oven-cured and
induction-cured adhesively bonded composite joints. J. Compos. Mater. 2003, 37, 519–542. [CrossRef]

29. Ahmed, T.J.; Stavrov, D.; Bersee, H.E.N.; Beukers, A. Induction welding of thermoplastic composites—An
overview. Compos. Part A Appl. Sci. Manuf. 2006, 37, 1638–1651. [CrossRef]

30. Troughton, M.J. Chapter 11—Induction Welding. In Handbook of Plastics Joining, 2nd ed.; William Andrew
Publishing: Boston, MA, USA, 2009; pp. 113–120. [CrossRef]

31. Pappadà, S.; Salomi, A.; Montanaro, J.; Passaro, A.; Caruso, A.; Maffezzoli, A. Fabrication of a thermoplastic
matrix composite stiffened panel by induction welding. Aerosp. Sci. Technol. 2015, 43, 314–320. [CrossRef]

32. Vijendra, B.; Sharma, A. Induction heated tool assisted friction-stir welding (i-FSW): A novel hybrid process
for joining of thermoplastics. J. Manuf. Process. 2015, 20, 234–244. [CrossRef]

33. Tolunay, M.N.; Dawson, P.R.; Wang, K.K. Heating and bonding mechanisms in ultrasonic welding of
thermoplastics. Polym. Eng. Sci. 1983, 23, 726–733. [CrossRef]

34. Harras, B.; Cole, K.C.; Vu-Khanh, T. Optimization of the Ultrasonic Welding of PEEK-Carbon Composites.
J. Reinf. Plast. Compos. 1996, 15, 174–182. [CrossRef]

http://dx.doi.org/10.1016/j.compositesb.2019.107082
http://dx.doi.org/10.1016/j.compositesb.2019.107450
http://dx.doi.org/10.1177/1754337115598489
http://dx.doi.org/10.1016/j.coco.2019.04.007
http://dx.doi.org/10.1016/j.compositesa.2019.105523
http://dx.doi.org/10.1016/B978-1-78242-028-6.00012-0
http://dx.doi.org/10.1002/pen.760291903
http://dx.doi.org/10.1080/10426919808935286
http://dx.doi.org/10.1016/1359-835X(95)00048-7
http://dx.doi.org/10.1016/j.compositesa.2006.05.007
http://dx.doi.org/10.1533/9780857096258.1.1
http://dx.doi.org/10.1016/S1359-835X(04)00182-4
http://dx.doi.org/10.1177/0892705712456031
http://dx.doi.org/10.1016/j.compositesb.2019.02.038
http://dx.doi.org/10.1177/0021998303037006776
http://dx.doi.org/10.1016/j.compositesa.2005.10.009
http://dx.doi.org/10.1016/B978-0-8155-1581-4.50013-5
http://dx.doi.org/10.1016/j.ast.2015.03.013
http://dx.doi.org/10.1016/j.jmapro.2015.07.005
http://dx.doi.org/10.1002/pen.760231307
http://dx.doi.org/10.1177/073168449601500203


Materials 2020, 13, 1284 23 of 26

35. Devine, J. Ultrasonic Plastics Welding Basics. Weld. J. 2001, 80, 29–33.
36. Gutnik, V.G.; Gorbach, N.V.; Dashkov, A.V. Some Characteristics of Ultrasonic Welding of Polymers.

FIBER Chem. 2002, 34, 426–432. [CrossRef]
37. Liu, S.-J.; Chang, I.T. Optimizing the Weld Strength of Ultrasonically Welded Nylon Composites.

J. Compos. Mater. 2002, 36, 611–624. [CrossRef]
38. Tsujino, J.; Hongoh, M.; Yoshikuni, M.; Miura, H.; Ueoka, T. Frequency Characteristics of Ultrasonic Plastic

Welding. JSME Int. J. 2006, 49, 634–641. [CrossRef]
39. Balle, F.; Wagner, G.; Eifler, D. Ultrasonic Metal Welding of Aluminium Sheets to Carbon Fibre Reinforced

Thermoplastic Composites. Adv. Eng. Mater. 2009, 11, 35–39. [CrossRef]
40. Zhang, Z.; Wang, X.; Luo, Y.; Zhang, Z.; Wang, L. Study on heating process of ultrasonic welding for

thermoplastics. J. Compos. Mater. 2010, 23, 647–664. [CrossRef]
41. Villegas, I.F.; Bersee, H.E.N. Ultrasonic welding of advanced thermoplastic composites: An investigation on

energy-directing surfaces. Adv. Polym. Technol. 2010, 29, 112–121. [CrossRef]
42. Ensminger, D.; Bond, L.J. Ultrasonics: Fundamentals, Technology and Applications, 3rd ed.; CRC Press: Boca Raton,

FL, USA, 2011.
43. Ishii, Y.; Biwa, S. Ultrasonic evaluation of interlayer interfacial stiffness of multilayered structures.

J. Appl. Phys. 2012, 111. [CrossRef]
44. Wagner, G.; Balle, F.; Eifler, D. Ultrasonic Welding of Hybrid Joints. JOM 2012, 64, 401–406. [CrossRef]
45. Ensminger, D.; Bond, L.J. Ultrasonics: Fundamentals, Technologies, and Applications, 3rd ed.; CRC Press

(Taylor & Francis Group): Boca Raton, FL, USA, 2012.
46. Al-Sarraf, Z.S. A Study of Ultrasonic Metal Welding. Ph.D. Thesis, University of Glasgow, Glasgow, UK, 2013.
47. Zhang, H.; Fernandes, H.; Yu, L.Y.; Hassler, U.; Genest, M.; Robitaille, F.; Joncas, S.; Sheng, Y.L.; Maldague, X.

A comparative study of experimental and finite element analysis on submillimeter flaws by laser and
ultrasonic excited thermography. In Thermosense: Thermal Infrared Applications Xxxviii; Zalameda, J.N.,
Bison, P., Eds.; International Society for Optics and Photonics: Washington, DC, USA, 2016; Volume 9861.

48. Wang, K.; Shriver, D.; Li, Y.; Banu, M.; Hu, S.J.; Xiao, G.; Arinez, J.; Fan, H.-T. Characterization of weld
attributes in ultrasonic welding of short carbon fiber reinforced thermoplastic composites. J. Manuf. Process.
2017, 29, 124–132. [CrossRef]

49. Villegas, I.F.; van Moorleghem, R. Ultrasonic welding of carbon/epoxy and carbon/PEEK composites through
a PEI thermoplastic coupling layer. Compos. Part A Appl. Sci. Manuf. 2018, 109, 75–83. [CrossRef]

50. Goto, K.; Imai, K.; Arai, M.; Ishikawa, T. Shear and tensile joint strengths of carbon fiber-reinforced
thermoplastics using ultrasonic welding. Compos. Part A Appl. Sci. Manuf. 2019, 116, 126–137. [CrossRef]

51. Tao, W.; Su, X.; Wang, H.; Zhang, Z.; Li, H.; Chen, J. Influence mechanism of welding time and energy director
to the thermoplastic composite joints by ultrasonic welding. J. Manuf. Process. 2019, 37, 196–202. [CrossRef]

52. Ochôa, P.; Villegas, I.F.; Groves, R.M.; Benedictus, R. Diagnostic of manufacturing defects in ultrasonically
welded thermoplastic composite joints using ultrasonic guided waves. NDT E Int. 2019, 107, 102126.
[CrossRef]

53. Vendan, S.A.; Natesh, M.; Garg, A.; Gao, L. Ultrasonic Welding of Polymers. In Confluence of Multidisciplinary
Sciences for Polymer Joining; Springer: Singapore, 2019; pp. 73–101. [CrossRef]

54. Lässig, R.; Eisenhut, M.; Mathias, A.; Schulte, R.T.; Peters, F.; Kühmann, T.; Waldmann, T.; Begemann, W.
Series Production of High-Strength Composites Perspectives for the German Engineering Industry; Technical Report;
Roland Berger Strategy Consultants: Munich, Germany, 2012.

55. Adams, R.D.; Adams, R.D.; Comyn, J.; Wake, W.C.; Wake, W.C. Structural Adhesive Joints in Engineering,
2nd ed.; Springer Science & Business Media: Berlin/Heidelberg, Germany, 1997.

56. Bolt, S. Ultrasonic Plastic Welding of Carbon Fiber Reinforced Polyamide 6 to Aluminium and Steel; Delft University
of Technology: Delft, The Netherlands, 2014.

57. Costa, A.P.D.; Botelho, E.C.; Costa, M.L.; Narita, N.E.; Tarpani, J.R. A Review of Welding Technologies for
Thermoplastic Composites in Aerospace Applications. J. Aerosp. Technol. Manag. 2012, 4, 255–265. [CrossRef]

58. Rudolf, R.; Mitschang, P.; Neitzel, M.; Rueckert, C. Welding of High-Performance Thermoplastic Composites.
Polym. Polym. Compos. 1999, 7, 309–315.

59. Reincke, T.; Hartwig, S.; Dilger, K. Improvement of the adhesion of continuously manufactured multi-material
joints by application of thermoplastic adhesive film. Int. J. Adhes. Adhes. 2019, 93, 102321. [CrossRef]

http://dx.doi.org/10.1023/A:1022912325343
http://dx.doi.org/10.1177/0021998302036005476
http://dx.doi.org/10.1299/jsmec.49.634
http://dx.doi.org/10.1002/adem.200800271
http://dx.doi.org/10.1177/0892705709356493
http://dx.doi.org/10.1002/adv.20178
http://dx.doi.org/10.1063/1.4704692
http://dx.doi.org/10.1007/s11837-012-0269-5
http://dx.doi.org/10.1016/j.jmapro.2017.07.024
http://dx.doi.org/10.1016/j.compositesa.2018.02.022
http://dx.doi.org/10.1016/j.compositesa.2018.10.032
http://dx.doi.org/10.1016/j.jmapro.2018.11.002
http://dx.doi.org/10.1016/j.ndteint.2019.102126
http://dx.doi.org/10.1007/978-981-13-0626-6_3
http://dx.doi.org/10.5028/jatm.2012.040303912
http://dx.doi.org/10.1016/j.ijadhadh.2019.01.015


Materials 2020, 13, 1284 24 of 26

60. Mariam, M.; Afendi, M.; Abdul Majid, M.S.; Ridzuan, M.J.M.; Gibson, A.G. Tensile and fatigue properties
of single lap joints of aluminium alloy/glass fiber reinforced composites fabricated with different joining
methods. Compos. Struct. 2018, 200, 647–658. [CrossRef]

61. Kweon, J.-H.; Jung, J.-W.; Kim, T.-H.; Choi, J.-H.; Kim, D.-H. Failure of carbon composite-to-aluminum joints
with combined mechanical fastening and adhesive bonding. Compos. Struct. 2006, 75, 192–198. [CrossRef]

62. Ageorges, C.; Ye, L.; Hou, M. Advances in fusion bonding techniques for joining thermoplastic matrix
composites: A review. Compos. Part A Appl. Sci. Manuf. 2001, 32, 839–857. [CrossRef]

63. Shi, H.; Villegas, I.F.; Octeau, M.-A.; Bersee, H.E.N.; Yousefpour, A. Continuous resistance welding of
thermoplastic composites: Modelling of heat generation and heat transfer. Compos. Part A Appl. Sci. Manuf.
2015, 70, 16–26. [CrossRef]

64. Barbosa, L.C.M.; de Souza, S.D.B.; Botelho, E.C.; Cândido, G.M.; Rezende, M.C. Fractographic evaluation of
welded joints of PPS/glass fiber thermoplastic composites. Eng. Fail. Anal. 2019, 102, 60–68. [CrossRef]

65. Knapp, W.; Clement, S.; Franz, C.; Oumarou, M.; Renard, J. Laser-bonding of long fiber thermoplastic
composites for structural assemblies. Phys. Procedia 2010, 5, 163–171. [CrossRef]

66. Arul, S.; Rajasekar, R.; Murugesapandian, K.; Selwin, M. Vibration and Ultrasonic Welding Behaviour of
Polymers and Polymer Composites—A Review. J. Chem. Pharm. Sci. 2017, 3.

67. Yousefpour, A.; Hojjati, M.; Immarigeon, J.-P. Fusion Bonding/Welding of Thermoplastic Composites.
J. Thermoplast. Compos. Mater. 2004, 17, 303–341. [CrossRef]

68. Brown, L. Copper Development Association Cost-Effective Manufacturing: Joining of Copper and Copper
Alloys. CDA Publ. 1994, 98, 1–64.

69. Patel, V.K.; Bhole, S.D.; Chen, D.L. Influence of ultrasonic spot welding on microstructure in a magnesium
alloy. Scr. Mater. 2011, 65, 911–914. [CrossRef]

70. Ganesh, M.; Praba Rajathi, R. Experimental study on ultrasonic welding of aluminum sheet to copper sheet.
Int. J. Res. Eng. Technol. 2013, 2, 161–166.

71. Grewell, D.A.; Benatar, A.; Park, J.B. Plastics and Composites Welding Handbook; Hanser Gardner Publications:
Munich, Germany, 2013.

72. Wagner, G.; Balle, F.; Eifler, D. Ultrasonic Welding of Aluminum Alloys to Fiber Reinforced Polymers.
Adv. Eng. Mater. 2013, 15, 792–803. [CrossRef]

73. Palardy, G.; Villegas, I. Smart ultrasonic welding of thermoplastic composites. In Proceedings of the American
Society for Composites-31st Technical Conference (ASC), Williamsburg, VA, USA, 19–23 September 2016.

74. Yeh, H.J. Ultrasonic welding of medical plastics. In Joining and Assembly of Medical Materials and Devices;
Zhou, Y., Breyen, M.D., Eds.; Woodhead Publishing: Oxford, UK, 2013; pp. 296–323. [CrossRef]

75. Polymers: Characteristics and Compatibility for Ultrasonic Assembly. Available online: http://www.
beckmannconverting.com/img/technologies/branson_PW-01CharComp-474294.pdf (accessed on 24 September 2019).

76. Liu, S.-J.; Chang, I.-T.; Hung, S.-W. Factors affecting the joint strength of ultrasonically welded polypropylene
composites. Polym. Compos. 2001, 22, 132–141. [CrossRef]

77. Suresh, K.S.; Rani, M.R.; Prakasan, K.; Rudramoorthy, R. Modeling of temperature distribution in ultrasonic
welding of thermoplastics for various joint designs. J. Mater. Process. Technol. 2007, 186, 138–146. [CrossRef]

78. Lionetto, F.; Maffezzoli, A. Polymer characterization by ultrasonic wave propagation. Adv. Polym. Technol.
2008, 27, 63–73. [CrossRef]

79. Hopmann, C.; Aaken, A. Ultrasonic welding of polyamide—Influence of moisture on the process relevant
material properties. Weld. World 2014, 58, 787–793. [CrossRef]

80. Troughton, M.J. (Ed.) Chapter 2—Ultrasonic Welding. In Handbook of Plastics Joining, 2nd ed.; William
Andrew Publishing: Boston, MA, USA, 2009; pp. 15–35.

81. Stoehr, N.; Baudrit, B.; Haberstroh, E.; Nase, M.; Heidemeyer, P.; Bastian, M. Ultrasonic welding of plasticized
PLA films. J. Appl. Polym. Sci. 2015, 132. [CrossRef]

82. Potente, H. Ultrasonic welding—Principles & theory. Mater. Des. 1984, 5, 228–234. [CrossRef]
83. Villegas, I.F. Strength development versus process data in ultrasonic welding of thermoplastic composites

with flat energy directors and its application to the definition of optimum processing parameters. Compos.
Part A Appl. Sci. Manuf. 2014, 65, 27–37. [CrossRef]

84. Villegas, I.F. In situ monitoring of ultrasonic welding of thermoplastic composites through power and
displacement data. J. Thermoplast. Compos. Mater. 2015, 28, 66–85. [CrossRef]

http://dx.doi.org/10.1016/j.compstruct.2018.06.003
http://dx.doi.org/10.1016/j.compstruct.2006.04.013
http://dx.doi.org/10.1016/S1359-835X(00)00166-4
http://dx.doi.org/10.1016/j.compositesa.2014.12.007
http://dx.doi.org/10.1016/j.engfailanal.2019.04.032
http://dx.doi.org/10.1016/j.phpro.2010.08.041
http://dx.doi.org/10.1177/0892705704045187
http://dx.doi.org/10.1016/j.scriptamat.2011.08.009
http://dx.doi.org/10.1002/adem.201300043
http://dx.doi.org/10.1533/9780857096425.3.296
http://www.beckmannconverting.com/img/technologies/branson_PW-01CharComp-474294.pdf
http://www.beckmannconverting.com/img/technologies/branson_PW-01CharComp-474294.pdf
http://dx.doi.org/10.1002/pc.10525
http://dx.doi.org/10.1016/j.jmatprotec.2006.12.028
http://dx.doi.org/10.1002/adv.20124
http://dx.doi.org/10.1007/s40194-014-0158-3
http://dx.doi.org/10.1002/app.41351
http://dx.doi.org/10.1016/0261-3069(84)90032-3
http://dx.doi.org/10.1016/j.compositesa.2014.05.019
http://dx.doi.org/10.1177/0892705712475015


Materials 2020, 13, 1284 25 of 26

85. Lee, S. Process and Quality Characterization for Ultrasonic Welding of Lithium-Ion Batteries. Ph.D. Thesis,
University of Michigan, Ann Arbor, MI, USA, 2013.

86. Joint Designs for Ultrasonic Welding. Available online: https://www.sonics.com/site/assets/files/2951/joint-
designs-for-ultrasonic-welding.pdf (accessed on 11 March 2020).

87. Ultrasonic Plastic Joining. BRANSON. Available online: https://www.emerson.com/documents/automation/

brochure-plastic-joining-en-5181378.pdf (accessed on 11 March 2020).
88. Rashli, R.; Bakar, E.A.; Kamaruddin, S. Determination of ultrasonic welding optimal parameters for

thermoplastic material of manufacturing products. Sci. Eng. 2013, 64, 19–24. [CrossRef]
89. Chuah, Y.K.; Chien, L.-H.; Chang, B.C.; Liu, S.-J. Effects of the shape of the energy director on far-field

ultrasonic welding of thermoplastics. Polym. Eng. Sci. 2000, 40, 157–167. [CrossRef]
90. Fernandez Villegas, I.; Valle Grande, B.; Bersee, H.E.N.; Benedictus, R. A comparative evaluation between

flat and traditional energy directors for ultrasonic welding of CF/PPS thermoplastic composites. Compos.
Interfaces 2015, 22, 717–729. [CrossRef]

91. Villegas, I.F. Ultrasonic Welding of Thermoplastic Composites. Front. Mater. 2019, 6. [CrossRef]
92. Wang, K.; Li, Y.; Banu, M.; Li, J.; Guo, W.; Khan, H. Effect of interfacial preheating on welded joints during

ultrasonic composite welding. J. Mater. Process. Technol. 2017, 246, 116–122. [CrossRef]
93. Bakavos, D.; Prangnell, P.B. Mechanisms of joint and microstructure formation in high power ultrasonic spot

welding 6111 aluminium automotive sheet. Mater. Sci. Eng. A 2010, 527, 6320–6334. [CrossRef]
94. Nonhof, C.J.; Luiten, G.A. Estimates for process conditions during the ultrasonic welding of thermoplastics.

Polym. Eng. Sci. 1996, 36, 1177–1183. [CrossRef]
95. Senders, F.; van Beurden, M.; Palardy, G.; Villegas, I.F. Zero-flow: A novel approach to continuous ultrasonic

welding of CF/PPS thermoplastic composite plates. Adv. Manuf. Polym. Compos. Sci. 2016, 2, 83–92.
[CrossRef]

96. Palardy, G.; Villegas, I.F. On the effect of flat energy directors thickness on heat generation during ultrasonic
welding of thermoplastic composites. Compos. Interfaces 2017, 24, 203–214. [CrossRef]

97. Villegas, I.F.; Palardy, G. Ultrasonic welding of CF/PPS composites with integrated triangular energy directors:
Melting, flow and weld strength development. Compos. Interfaces 2017, 24, 515–528. [CrossRef]

98. Zhi, Q.; Tan, X.-R.; Lu, L.; Chen, L.-Y.; Li, J.-C.; Liu, Z.-X. Decomposition of ultrasonically welded carbon
fiber/polyamide 66 and its effect on weld quality. Weld. World 2017, 61, 1017–1028. [CrossRef]

99. Zhi, Q.; Tan, X.R.; Liu, Z.X. Effect of moisture on the ultrasonic welding of carbon-fiber-reinforced polyamide
66 composite. Weld. J. 2017, 96, 185s–192s.

100. Zhi, Q.; Tan, X.; Liu, Z. Effects of Preheat Treatment on the Ultrasonic Welding of Carbon-Fiber-Reinforced
Polyamide 66 Composite. Weld. J. 2017, 96, 429S–438S.

101. Lu, L.; Zhi, Q.; Gao, Y.-H.; Liu, Z.-X.; Wang, P.-C. Repairing Ultrasonic Welded Carbon Fiber-Reinforced
Nylon 66 Composite. Weld. J. 2017, 96, 439S–450S.

102. Zhi, Q.; Gao, Y.-H.; Lu, L.; Liu, Z.-X.; Wang, P.-C. Online Inspection of Weld Quality in Ultrasonic Welding of
Carbon Fiber/Polyamide 66 without Energy Directors. Weld. J. 2018, 97, 65s–74s.

103. Gao, Y.-H.; Zhi, Q.; Lu, L.; Liu, Z.-X.; Wang, P.-C. Ultrasonic Welding of Carbon Fiber Reinforced Nylon 66
Composite Without Energy Director. J. Manuf. Sci. Eng. 2018, 140. [CrossRef]

104. Kalyan Kumar, R.; Omkumar, M. Investigation and characterization of ultrasonically welded GF/PA6T
composites. Mater. Today Proc. 2019. [CrossRef]

105. Bhudolia, S.K.; Gohel, G.; Kah Fai, L.; Barsotti, R.J. Fatigue response of ultrasonically welded carbon/Elium®

thermoplastic composites. Mater. Lett. 2020, 264, 127362. [CrossRef]
106. Bhudolia, S.K.; Gohel, G.; Fai, L.K.; Barsotti, R.J., Jr. Investigation on Ultrasonic Welding Attributes of Novel

Carbon/Elium® Composites. Materials 2020, 13, 1117. [CrossRef] [PubMed]
107. Choudhury, M.R.; Debnath, K. Analysis of tensile failure load of single-lap green composite specimen welded

by high-frequency ultrasonic vibration. Mater. Today Proc. 2020. [CrossRef]
108. Benatar, A.; Gutowski, T.G. Ultrasonic welding of PEEK graphite APC-2 composites. Polym. Eng. Sci. 1989,

29, 1705–1721. [CrossRef]
109. Thang, N.V.; Lenfeld, P. The Effect of Different Heights and Angles of Energy Director on Interface Temperature

for Ultrasonic Welding of Thermoplastics. IOP Conf. Ser. Mater. Sci. Eng. 2018, 371, 012053. [CrossRef]
110. Li, Y.; Arinez, J.; Liu, Z.; Hwa Lee, T.; Fan, H.-T.; Xiao, G.; Banu, M.; Jack Hu, S. Ultrasonic Welding of Carbon

Fiber Reinforced Composite With Variable Blank Holding Force. J. Manuf. Sci. Eng. 2018, 140. [CrossRef]

https://www.sonics.com/site/assets/files/2951/joint-designs-for-ultrasonic-welding.pdf
https://www.sonics.com/site/assets/files/2951/joint-designs-for-ultrasonic-welding.pdf
https://www.emerson.com/documents/automation/brochure-plastic-joining-en-5181378.pdf
https://www.emerson.com/documents/automation/brochure-plastic-joining-en-5181378.pdf
http://dx.doi.org/10.11113/jt.v64.1158
http://dx.doi.org/10.1002/pen.11149
http://dx.doi.org/10.1080/09276440.2015.1053753
http://dx.doi.org/10.3389/fmats.2019.00291
http://dx.doi.org/10.1016/j.jmatprotec.2017.03.014
http://dx.doi.org/10.1016/j.msea.2010.06.038
http://dx.doi.org/10.1002/pen.10511
http://dx.doi.org/10.1080/20550340.2016.1253968
http://dx.doi.org/10.1080/09276440.2016.1199149
http://dx.doi.org/10.1080/09276440.2017.1236626
http://dx.doi.org/10.1007/s40194-017-0482-5
http://dx.doi.org/10.1115/1.4039113
http://dx.doi.org/10.1016/j.matpr.2019.11.261
http://dx.doi.org/10.1016/j.matlet.2020.127362
http://dx.doi.org/10.3390/ma13051117
http://www.ncbi.nlm.nih.gov/pubmed/32138180
http://dx.doi.org/10.1016/j.matpr.2019.12.290
http://dx.doi.org/10.1002/pen.760292313
http://dx.doi.org/10.1088/1757-899X/371/1/012053
http://dx.doi.org/10.1115/1.4040427


Materials 2020, 13, 1284 26 of 26

111. Li, Y.; Liu, Z.; Shen, J.; Lee, T.H.; Banu, M.; Hu, S.J. Weld Quality Prediction in Ultrasonic Welding of Carbon
Fiber Composite Based on an Ultrasonic Wave Transmission Model. J. Manuf. Sci. Eng. 2019, 141. [CrossRef]

112. Palardy, G.; Shi, H.; Levy, A.; Le Corre, S.; Fernandez Villegas, I. A study on amplitude transmission in
ultrasonic welding of thermoplastic composites. Compos. Part A Appl. Sci. Manuf. 2018, 113, 339–349.
[CrossRef]

113. Chen, L.Y.; Zhi, Q.; Li, J.-C.; Liu, Z.-X.; Wang, P.-C. Single-Sided Ultrasonic Welding of CF/Nylon 6 Composite
without Energy Directors. Weld. J. 2018, 97, 17S–25S. [CrossRef]

114. Zhi, Q.; Lu, L.; Liu, Z.X.; Wang, P.C. Influence of horn misalignment on weld quality in ultrasonic welding of
carbon fiber/polyamide 66 composite; experiments showed horn misalignment of more than 4 cleg resulted
in a significant decrease in weld area, weld strength, and cosmetic quality. Weld. J. 2018, 97, 133S–143S.
[CrossRef]

115. Don, R.C.; Gillespie, J.W., Jr.; McKnight, S.H. Bonding Techniques for High Performance Thermoplastic
Compositions. U.S. Patent 5,643,390A, 1 July 1997.

116. Fernandez Villegas, I.; Vizcaino Rubio, P. On avoiding thermal degradation during welding of
high-performance thermoplastic composites to thermoset composites. Compos. Part A Appl. Sci. Manuf. 2015,
77, 172–180. [CrossRef]

117. Lionetto, F.; Morillas, M.N.; Pappadà, S.; Buccoliero, G.; Fernandez Villegas, I.; Maffezzoli, A. Hybrid welding
of carbon-fiber reinforced epoxy based composites. Compos. Part A Appl. Sci. Manuf. 2018, 104, 32–40.
[CrossRef]

118. Tsiangou, E.; Teixeira de Freitas, S.; Fernandez Villegas, I.; Benedictus, R. Investigation on energy director-less
ultrasonic welding of polyetherimide (PEI)- to epoxy-based composites. Compos. Part B Eng. 2019, 173,
107014. [CrossRef]

119. Tooren, M.J.L.V. Method for Bonding a Thermoplastic Polymer to a Thermosetting Polymer Component.
U.S. Patent 9,211,674, 15 December 2015.

120. McKnight, S.H.; Fink, B.K.; Monnard, V.; Bourban, P.E.; Manson, J.A.E. Processing and Characterization of
Welded Bonds between Thermoset and Thermoplastic Composites; Army Research Lab Aberdeen Proving: Ground,
MD, USA, 2001.

121. Heitzmann, M.T.; Hou, M.; Veidt, M.; Vandi, L.J.; Paton, R. Morphology of an Interface between Polyetherimide
and Epoxy Prepreg. Adv. Mater. Res. 2012, 393, 184–188. [CrossRef]

122. Dawei, Z.; Qi, Z.; Xiaoguang, F.; Shengdun, Z. Review on Joining Process of Carbon Fiber-Reinforced Polymer
and Metal: Methods and Joining Process. Rare Met. Mater. Eng. 2018, 47, 3686–3696. [CrossRef]

123. Dawei, Z.; Qi, Z.; Xiaoguang, F.; Shengdun, Z. Review on Joining Process of Carbon Fiber-reinforced Polymer
and Metal: Applications and Outlook. Rare Met. Mater. Eng. 2019, 48, 44–54.

124. Al-Obaidi, A.J. Ultrasonic Joining of Metal-Polymer Surfaces. Ph.D. Thesis, The University of Sheffield,
Sheffield, UK, 2017.

125. Bhudolia, S.K.; Kam, K.K.; Joshi, S.C. Mechanical and vibration response of insulated hybrid composites.
J. Ind. Text. 2018, 47, 1887–1907. [CrossRef]

126. Bhudolia, S.K.; Joshi, S.C.; Boon, Y.D. Experimental and Microscopic Investigation on Mechanical Performance
of Textile Spread-tow Thin Ply Composites. Fibers Polym. 2019, 20, 1036–1045. [CrossRef]

127. Bhudolia, S.K.; Joshi, S.C.; Bert, A.; Gohel, G.R.; Raama, M. Energy Characteristics and Failure Mechanisms
for Textile Spread Tow Thin Ply Thermoplastic Composites under Low-velocity Impact. Fibers Polym. 2019,
20, 1716–1725. [CrossRef]

© 2020 by the authors. Licensee MDPI, Basel, Switzerland. This article is an open access
article distributed under the terms and conditions of the Creative Commons Attribution
(CC BY) license (http://creativecommons.org/licenses/by/4.0/).

http://dx.doi.org/10.1115/1.4043900
http://dx.doi.org/10.1016/j.compositesa.2018.07.033
http://dx.doi.org/10.29391/2018.97.002
http://dx.doi.org/10.29391/2018.97.012
http://dx.doi.org/10.1016/j.compositesa.2015.07.002
http://dx.doi.org/10.1016/j.compositesa.2017.10.021
http://dx.doi.org/10.1016/j.compositesb.2019.107014
http://dx.doi.org/10.4028/www.scientific.net/AMR.393-395.184
http://dx.doi.org/10.1016/S1875-5372(19)30018-9
http://dx.doi.org/10.1177/1528083717714481
http://dx.doi.org/10.1007/s12221-019-1017-z
http://dx.doi.org/10.1007/s12221-019-9295-z
http://creativecommons.org/
http://creativecommons.org/licenses/by/4.0/.

	Introduction 
	Composite Joining Methods 
	Advantages and Limitations of Ultrasonic Process 
	Applications of Ultrasonic Welding 
	Thermoplastic Polymers for Ultrasonic Welding 

	Ultrasonic Welding Technique 
	Theory of Ultrasonic Welding 
	Ultrasonic Welding Equipment 
	Ultrasonic Generator 
	Transducer 
	Booster 
	Sonotrode 
	Fixture 

	Types of Ultrasonic Welding 
	Energy Director 
	Ultrasonic Welding Parameters 
	Weld Time 
	Welding Frequency/Amplitude 
	Welding Pressure 

	Welding of TP Composites: Available Test Results 
	Thermoplastic to Thermoplastic (TP-TP) Composites 
	Thermoplastic Composites to Other Materials 


	Conclusions and Future Directions 
	References

