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Basic Study on Effect of Poor Welding of Membrance Welding Parts on Bonding Performance
-Experimental Evaluation of Welding Failure Conditions and Effect of Welding Conditions on Joint Strength-
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Abstract: This paper focuses on heat plate welding of membrane materials. Existing standards describe weld

appearance, strength, and width but provide only approximate procedures, and few studies have investigated welded

joints in detail. Current practice relies on fabricator experience, and quantitative evaluation of welding conditions is
lacking. This study aims to clarify suitable welding conditions through manual peel and tensile tests on specimens
welded under controlled temperature and time, examining their effects on weld quality and strength.
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Table 1 Test Parameters
Temp.(°C)| Time(s) Temp.(°C)| Time(s) Temp.(°C)| Time(s) | Load(N)
| 1| 200 13 190 25 235
2 195 14 185 30 26 230 15
3 190 35 15 180 27 225
4 185 16 220 28 245
5 180 17 215 25 29 240 10
6 225 18 210 30 235
7 220 19 205 31 275 100
8 215 20 230 32 270
9 210 30 21 225 33 265
10 205 22 220 20 34 260 5
11 200 23 215 35 255
12 195 24 210 36 250
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T2b DT L. /3T A — 2 [ FRf5~35s, I 180~275°C

DOHFiPHTRIE L, R R 2 BIE L7222 b, s el
BT DORMERALT.

AR TUL, FEVRIBERBRE O AN EEAT D H DY
BaREREE], =T 4 Y IMR o TWiegs

EAEARR) EEFE L. 2 2T, FRhFEEGRZ 05

F OBERBROB&Fig 21~ 7. AR CRAREA LTz L
HEr CE S AT, BT Tl T ORE N RAF
FES 5 728D, A CITEHEAENTIZ 31T DI R R g
FIEDB% LT & ealaa) & L.
-2 HBRERB L UBE

FEVHEEERORE R A Table 217 T. 5 OIF2TO
AR CIEalas ], X ITEToRBRA Tas R %
MR LIZH B TH Y, AT TERAE ) & TRAERNR SR
ET 225G THD. £z, EERPEAERRIFIELTZR
BRAEE Z DWEARNRIREILRONETH 5. Table 2
(Z XY IR RSN D 2 & T, WA KRN ) -

1 HRELT - #8 - B85 2 @ HRAEHR

3 BRET - BT (R

73

- 4



SHM7 FE BAAKRFRIFE FNEES
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Fig. 6 Tensile Test Specimen Results
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