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Fig.1 Integration of servo spot welding system
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Fig.2 Interface of PLC and welding controller
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Fig.3 Flowchart of spot welding progress

HAERT iR IR HBURE TR, £5RE. ©RX
AL FE RGO, r AR ) B T M. AT
WHEIRE RIS EILAN 1.5 s, BT B P RE
HERE .

3500
3000 |
2500 |
2000 |
1500 |
1000 r P
500 | D QO

#®%5 FIN

02 04 06 08 1.0 1.2 14 1.6
B}E] ofs

4 RIREH L
Fig.4 Electrode pressure profile during welding
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Table 1 Welding results of servo gun versus aeropneumatic gun
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