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[57] ABSTRACT

Welding surfaces of thermoplastics material together by
depositing a continuous layer of molten thermoplastic
welding material over adjacent areas of the surfaces to
be joined, the deposition of at least part of the molten
welding material being effected with a smearing action
in which the material is subjected to shear forces acting
across the surfaces, and allowing the deposited material

to solidify.

43 Claims, 4 Drawing Figures
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1
WELDING OF PLASTICS MATERIAL

Matter enclosed in heavy brackets [ ] appears in the
original patent but forms no part of this reissue specifica-
tion; matter printed in italics indicates the additions made

by reissue.

This invention relates to the welding of thermoplastic
materials and particularly, but not exclusively, to the
welding of thermoplastic sheeting.

In this specification the invention is described with
particular reference to the welding of thermoplastic
sheet material. This description should not, however, be
considered as a limitation on the scope of the invention
or its application.

One known method of welding sheets of plastic mate-
rial together comprises overlapping the sheets and cov-
ering the joint with a molten thermoplastic extrudate.
When the extrudate solidifies it attaches to each sheet
and effectively bridges the joint in a sealed manner.
Generally the plastic sheet is preheated immediately
prior to contact with the extrudate as this enables an
extrudate of a lower temperature to be used and pro-
vides improved weld characteristics. The preheating 1s
generally done by either hot air or by radiation from a
source such as one or more halogen lamps.

A disadvantage of the use of hot air or a radiant heat
source to provide the heat required is that they are not
easily controlled, that is, the degree of preheating may
vary from place to place with a resultant change in the
strength or other characteristics of the weld. For exam-
ple, a puff of wind could momentarily partially deflect
a hot air blast and result in substantially no preheating at
all at that particular location.

Although the above method works relatively well on
plastic materials such as polyvinyl chloride (P.V.C.)
considerable difficulty has been experienced in the
welding of polythene for example. Thus, so-called *“peel
tests” carried out at elevated temperatures on polythene
sheeting which has been welded indicate that the ex-
trudate may simply peel off the polythene substrate as
proper welding often does not take place. Peel tests
comprise subjecting the weld to controlled peeling
forces (as opposed to shearing forces) and these tests
carried out at normal ambient temperatures frequently
do not demonstrate that proper fusion has not taken
place.

The inventor of this invention is also the inventor of

the invention of South African Patent Application No.
81/1427. That invention relates to the heating by con-
duction of, and the damaging of, the thermoplastic sur-
faces prior to the deposition of the molten matenal.

It has been found that although the aforementioned
invention works well, in some applications it has certain
disadvantages of a practical nature.

An object of this invention is to provide a method and
apparatus for the improved welding of thermoplastic

material.

According to the invention a method of welding
together surfaces of thermoplastic material comprises:

(a) depositing a continuous layer of molten thermo-
plastic welding material over adjacent areas of the sur-
faces to be joined, the deposition of at least part of the
molten welding material being effected with a smearing
action in which the material is subjected to shear forces
acting across the surfaces to be joined; and,

(b) allowing the deposited material to solidify.

10

15

20

25

30

35

45

30

55

65

2

Further according to the invention the adjacent areas
of the surfaces may be preheated prior to the deposition
of the molten welding material; the preheating 1s pro-
vided by radiation or conduction or both and the adja-
cent areas may be superficially damaged during pre-
heating or during deposition of the welding material or
both.

Still further according to the invention the surfaces
are formed by a pair of overlapping sheets of thermo-
plastic material, and the adjacent areas of the surfaces

are the areas adjacent to an edge or one of the surfaces

or those areas as well as areas between the two sheets
and adjacent to the edge.

Further according to the invention the molten mate-
rial is continuously mixed immediately prior to deposi-
tion.

The invention also provides an apparatus for the
continuous welding of surfaces of thermoplastic mate-
rial comprising:

means for depositing a continuous layer of molten

thermoplastic welding material onto adjacent areas
of the surfaces: and,

smearing means for subjecting the material to a

smearing action relative to the surfaces during
deposition.

Further according to the invention the apparatus
includes means for superficially damaging the surfaces
during deposition of the molten material, and said dam-
aging means is integral with the smearing members.

According to a first aspect of the invention the appa-
ratus includes a delivery tube terminating in a nozzle for
the welding material and the smearing means comprises
at least one rotatable member terminating in a smearing
surface within the nozzle.

According to a second aspect of the invention the
apparatus includes a rotatable delivery tube for the
welding material, the delivery tube terminating in a
transverse annular smearing surface within a nozzle.

Further according to the first and second aspects of
the invention the position of the smearing surfaces 1s
adjustable with respect to the surfaces being welded and
the smearing surfaces include projections for superfi-
cially damaging the surfaces during use.

According to a third aspect of the invention the appa-
ratus comprises a delivery tube and nozzle including
means for causing the molten material to swirl trans-
versely with respect of the surfaces being welded dur-
ing deposition. |

Three embodiments of the invention, described by
way of example only, follow with the reference to the
accompanying drawings in which:

FIG. 1 is a sectional elevation of a first embodiment
of welding apparatus according to the invention;

FIG. 2 is a sectional elevation of a second embodi-
ment of welding apparatus according to the invention;

FIG. 3 is a sectional elevation of the delivery tube of
a third embodiment according to the invention, and

FIG. 4 is a sectional elevation of the shearing surfaces
of a fourth embodiment.

In the first embodiment of the invention as shown by
FIG. 1, an apparatus 1 for use in the welding of overlap-
ping sheets 2 of thermoplastic material such as poly-
thene, for example, comprises an extruder indicated
generally by numeral 3. This extruder 3 includes a bar-
rel portion 4 which tapers down at its lower end § via a
conically-shaped shoulder 6 into an elongated delivery
tube 7 which is concentric therewith.
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Within the barrel 4 is a screw-feeder 8 which is
adapted to force molten thermoplastic welding material
9 through the delivery tube 7. Integral with this feeder
8 and at its lower end 10, 1s a rotatable member 11 of
circular cross-section. This rotatable member 11 is con-
centric with the screw-feeder 8 and extends down the
centre of the delivery tube to provide an annular pas-
sage 12 for the molten welding matenal between it and
the inner wall of the delivery tube.

At the lower end of the delivery tube 7 there i1s a
nozzle which enables the molten welding matenal to
escape 1n a direction substantially transverse to the axis
of the delivery tube. This nozzle is formed by making
the trailing edge 13 of the delivery tube somewhat
shorter than the leading edge 14.

The rotating member 11 terminates in a circular
smearing surface 15 at a position midway between the
leading and trailing edges of the dehivery tube.

Along the major part of its length the delivery tube 7
is encased in an insulating sheath 16 of suitable heat
resisting material as for example, that sold under the
trade name “Teflon”. At the trailing edge 13 of the
delivery tube 7 the sheath 16 extends rearwardly to
form a pair of guides 17 which bridge the molten mate-
rial 28 extruded from the nozzle and support the appara-
tus on the sheets 2 being welded.

Forwardly of the leading edge 14 of the delivery tube
7 is a preheating device 18 for preheating the sheet
material prior to welding as i1s well known in the art.

In use a pair of sheets of thermoplastic materal, such
as polythene for example, are overlapped by a small
amount and the welding apparatus 1 1s passed centrally
along the overlapping edge of the uppermost sheet. As
the apparatus moves along this edge, the areas of the
sheet surfaces immediately adjacent the edge are pre-
heated to just above the melting point of the thermo-
“plastic material by the heating device 18. Immediately
after preheating a layer of molten thermoplastic mate-
rial is deposited onto these areas and over the aforemen-
tioned edge by the extruder.

From the drawing 1t will be appreciated that the
screw-feeder 8 of the extruder 3 forces the molten ther-
moplastic welding material down through the delivery
tube 7. As the material passes down this tube it is con-
stantly mixed by the rotatable member 11 so that there
is substantially no temperature gradient between the
inner part of the mass of molten material and that part of
the material immediately adjacent the delivery tube
wall. This ensures that a relatively cool layer of molten
material i1s not deposited immediately onto the sheet
material as i1s the case with known machines.

As the molten maternal is extruded from the delivery
tube 7 a large portion of it is subjected to the shearing
forces caused by the rotating smearing surface 13. In
this way some of the material is smeared onto the sur-
faces of the sheets and in all directions parallel thereto.
It has been found that this smearing action provides a
particularly good bond between the welding material
28 and the material being welded.

In a second embodiment of the invention as shown 1n
FIG. 2. the apparatus has a hollow delivery tube 21
which rotates about its axis and terminates in a flat
annular smearing surface 23 having projections 24
thereon.

The rotatable delivery tube 21 is encased in an insu-
lating sheath of the same general type as that described
in the first embodiment. This sheath however forms
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both the leading edge of the apparatus as well as the
guide 25 at the rear thereof.

The apparatus of this embodiment is used in the same
manner as that of the first embodiment and as 1t moves
along the upper edge of the sheets of material 26 to be
welded, molten thermoplastic welding material passes
down the tube which in turn rotates about its axis.
When the welding material 1s emitted from the delivery
tube it passes the smearing surfaces 23 and is thus
smeared across the adjacent preheated areas of the
sheets which are damaged by the projections 24.

A third embodiment is shown in FIG. 3 of the draw-
ings. In this embodiment there are no rotating parts but
the internal configuration of the delivery tube 29 in-
cludes means in the form of helical guides 27 which act
on the molten material and provide it with a swirling
action as it passes therethrough.

Because of this swirling motion the material is again
smeared across the surfaces of the sheets being welded
as it 1s emitted from the nozzle at the end of the delivery
tube.

A fourth embodiment of the invention is shown in
FIG. 4 and is similar to the first embodiment. Instead of
a single shearing surface, two adjacent rotating shearing
surfaces 30 and 31 are provided, the one 31 being
slightly lower than the other 30. This embodiment is
intended to cater for the side action where relatively
thick plastics sheets 32 are being welded together.

As indicated each of the surfaces 30 and 31 includes
projection 33 for damaging the thermoplastic sheets.

Although the use of the apparatus of the above em-
bodiment has been described in the welding of the
upper surfaces only of the sheet material, it will readily
be appreciated that welding material could easily be
deposited stimultaneously between the two sheets utilis-
Ing an apparatus made in accordance with the inven-
tion.

Furthermore, it 1s envisaged that where the apparatus
incorporates a smearing surface the distance between
this surface and surfaces being welded could be adjust-
able so as to either decrease or increase the smearing
and shearing action. The surfaces could also be on a
rotatable member driven independently of the extruder
of the apparatus.

Having now particularly described and ascertained
my said invention and in what manner same is to be
performed, I declare that what I claim is:

1. A method of welding together surfaces of thermo-
plastic material comprising:

(a) depositing a continuous layer of molten thermo-
plastic welding material over adjacent areas of the
surfaces to be welded together;

(b) substantially simultaneously with the deposition
of the welding material, circularly smearing a
boundary layer of the welding material which 1s in
contact with the surfaces to be welded onto the
adjacent areas of the surfaces so that the welding
material being smeared is subjected to shear forces
transverse to the direction of deposition of the
layer of welding material; and

(c) allowing the layer of deposited thermoplastic
welding matenal to sohdify.

2. A method as claimed in claim 1 in which the adja-
cent areas of the surfaces are preheated prior to the
deposition of the molten welding material.

3. A method as claimed in claim 2 in which the pre-
heating of the adjacent areas of the surfaces to be



Re. 32,103

S

welded is effected by at least one of radiation and con-
duction heating.

4. A method as claimed in claim 2 in which the adja-
cent areas of the surfaces to be welded are superficially
damaged during at least one of preheating of the ad)a-
cent areas of the surfaces to be welded and deposition of
the welding matenal.

5. A method as claimed in claim 1 in which the mol-
ten welding material is continuously mixed immediately
prior to deposition.

6. A method as claimed in claim 1 1n which the sur-
faces are formed by a pair of overlapping sheets of
thermoplastic material.

7. A method as claimed in claim 1 in which the adja-
cent areas of the surfaces include the areas adjacent to
an edge of one of the surfaces.

8. An apparatus for the continuous welding together
of surfaces of thermoplastic material, comprising:

means for depositing a continuous layer of molten

thermoplastic welding material onto adjacent areas
of the surfaces; and, smearing means for circularly
smearing a boundary layer of the welding matenal
which is in contact with the surfaces to be welded
onto the adjacent areas of the surfaces during the
deposition of the welding material, so that the
welding material being smeared is subjected to
shear forces transverse to the direction of deposi-
tion of the layer of welding material.

9. An apparatus as claimed in claim 8 which includes
means for superficially damaging the adjacent areas of
the surfaces during deposition of the molten material.

10. An apparatus as claimed in claim 9 in which said
damaging means is integral with the smearing means.

11. An apparatus as claimed in claim 8 which includes
a delivery tube for the welding material and which
terminates in a nozzle for depositing the welding mate-
rial, and the smearing means comprises at least one
rotatable member terminating in a smearing surface
within the nozzle.

12. An apparatus as claimed in claim 8 which includes
a rotatable delivery tube for the welding material, the
delivery tube terminating in a transverse annular smear-
ing surface within a nozzle.

13. An apparatus as claimed in either of claims 11 or
12 in which the position of the smearing surface is ad-
justable with respect to the surfaces being welded.

14. An apparatus as claimed in claim 11 in which the
smearing means comprises two adjacent rotatable mem-
bers each terminating in a smearing surface.

15. An apparatus as claimed in claim 8 which com-
prises a delivery tube and nozzle including means for
causing the molten material to swirl transversely with
respect to the surfaces being welded during deposition.

16. A method of welding together surfaces of thermo-
plastic material comprising.

(a) depositing a continuous layer of molten thermoplas-

tic welding material on adjacent areas of the surfaces
to be welded together;
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17. A method as claimed in claim 16 in which the adja-
cent areas of the surfaces are preheated prior to the deposi-
tion of the molten welding material.

18. A method as claimed in claim 17 in which the pre-
heating of the adjacent areas of the surfaces to be welded is
effected by at least one of radiation and conduction heat-
ing.

19. A method as claimed in claim 17 in which the adja-
cent areas of the surfaces to be welded are superficially
damaged during at least one of preheating of the adjacent
areas of the surfaces to be welded and deposition of the
weiding material.

20. A method as claimed in claim 17 in which the molten
welding material is continuously mixed immediately prior
to deposition.

21. A method as claimed in claim 17 in which the sur-

faces are formed by a pair of overlapping sheets of thermo-
plastic material.

22. A method as claimed in claim 17 in which the adja-
cent areas of the surfaces include the areas adjacent to an
edge of one of the surfaces.

23. An apparatus for the continuous welding together of
surfaces of thermoplastic material comprising:

means for depositing a continuous layer of molten ther-

moplastic welding material onto adjacent areas of the
surfaces; and, smearing means for smearing a bound-
ary layer of the welding material which is in contact
with the surfaces to be welded onto the adjacent areas
of the surfaces during the deposition of the welding
material, so that the welding material being smeared
is subjected to shear forces transverse to the direction
of deposition of the layer of welding material.

24. An apparatus as claimed in claim 23 which includes
means for superficially damaging the adjacent areas of the
surfaces during deposition of the molten material.

25. An apparatus as claimed in claim 24 in which said
damaging means is integral with the smearing means.

26. An apparatus as claimed in claim 23 which includes
a delivery tube for the welding material and which termi-
nates in a nozzle for depositing the welding material.

27. An apparatus as claimed in claim 23 which includes
a rotatable delivery tube for the welding material, the
delivery tube terminating in a transverse annular smearing

surface within a nozzle.

28. An apparatus as claimed in claim 27 in which the

position of the smearing surface is adjustable with respect

to the surface being welded.
29. An apparatus as claimed in claim 23 which com-

prises a delivery tube and nozzle including means for caus-

ing the molten material to swirl transversely with respect to

the surfaces being welded during deposition.
30. A method of welding together surfaces of thermo-

ss plastic material comprising:

(b) substantially simultaneously with the deposition of 60

the welding material, smearing a boundary layer of

the welding material which is in contact with the
surfaces to be welded onto the adjacent areas of the
surfaces so that the welding material being smeared is

subjected to shear forces transverse to the direction of 65

deposition of the layer of welding material; and
(¢) allowing the layer of deposited thermoplastic welding
material to solidify.

(@) depositing a continuous layer of molten thermoplas-
tic welding material over adjacent areas of the sur-
faces to be welded together;

(b) substantially simultaneously with the deposition of
the welding material, smearing a boundary layer of
the welding material which is in contact with the
surfaces to be welded onto the adjacent areas of the
surfaces so that the welding material being smeared is
subjected to shear forces in a direction other than the
direction of deposition of the layer of welding mate-
rial; and

(¢) allowing the layer of deposited thermoplastic welding
material to solidify.
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31. A method as claimed in claim 30 in which the adja-
cent areas of the surfaces are preheated prior to the deposi-
tion of the molten welding material.

32. A method as claimed in claim 31 in which the pre-
heating of the adjacent areas of the surfaces to be welded is
effected by at least one of radiation and conduction heat-
ing.

33. A method as claimed in claim 31 in which the adja-
cent areas of the surfaces to be welded are superficially
damaged during at least one of preheating of the adjacent
areas of the surfaces to be welded and deposition of the
welding material.

34. A method as claimed in claim 30 in which the molten
welding material is continuously mixed immediately prior
to deposition.

35. A method as claimed in claim 30 in which the sur-
faces are formed by a pair of overlapping sheets af thermo-
plastic material.

36. A method as claimed in claim 30 in which the adja-
cent areas of the surfaces include the areas adjacent to an

edge of one of the surfaces.

37. An apparatus for the continuous welding together of

surfaces of thermoplastic material, comprising:
means for depositing a continuous layer of moliten ther-
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with the surfaces to be welded onto the adjacent areas
of the surfaces during the deposition of the welding
material, so that the welding material being smeared
is subjected to shear forces in a direction other than
the direction of deposition of the layer of welding
material,

38. An apparatus as claimed in claim 37 which includes
means for superficially damaging the adjacent areas of the
surfaces during deposition of the molten material.

39. An apparatus as claimed in claim 38 in which said
damaging means is integral with the smearing means.

40. An apparatus as claimed in claim 37 which includes
a delivery tube for the welding material and which termi-
nates in a nozzle for depositing the welding material

41. An apparatus as claimed in claim 40 in which the
smearing means comprises two adjacent rotatable members
each terminating In a smearing surface.

42. An apparatus as claimed in claim 37 which includes
a rotatable delivery tube for the welding material, the
delivery tube terminating in a transverse annular smearing
surface within a nozzle.

43. An apparatus as claimed in claim 37 which com-

prises a delivery tube and nozzle including means for caus-

moplastic welding material onto adjacent areas of the 25 ing the molten material to swir! transversely with respect to

surfaces; and, smearing means for smearing a bound-
ary layer of the welding material which is in contact
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the surfaces being welded during deposition.
* » *x * ¥



	Front Page
	Drawings
	Specification
	Claims

