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Abstract

The joining technology of the metal and engineering plastic is rising lately as the important issue in
concerning with the method of reducing the weight and air pollution of the transportation structure such as
automotive and vehicles. The metal/ plastic joining technology has been developed in 2 types of adhesively
bonding and direct joining without adhesives. Moreover, in the direct joining method, there are 2 kinds of
mechanical joining and welding. This review paper presents the present world wide status and tendency of the
development of metal/plastic joining technology. This article intends to offer the materials for development and
raising of the domestic metal/plastic joining technology.
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260+2.8C, 5.49MPa -
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