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Auto Welding System Development
For The Improvement Of The Stud Bolt Welding System

I. C. Ha(Robot Technology & Manufacturing Center, IAE),

B. S. Song(Product Design Tech. Center, IAE)

S. U. Song(Center for Product Design Tech., IAE)

ABSTRACT

At the present, a stud bolt welding was achieved by the manual method. The manual method caused many

problems of work evasion. In order to work out these problems, an automatic welding system is designed for a stud

bolt welding system. The system is composed of articulated type welding robot, stud gun, stud feeder, stud controller

and various jig.
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Fig 1. Stud Bolt Welding Part
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Stud Welding
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Fig 6. Stud Bolt Welding Process
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Fig 8. System Consideration
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Fig 12. Welding Inferiority (Manual Work)
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Fig 13. Cost (Manual Work)
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Fig 16. Welding Inferiority(Automation)
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