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ABSTRACT

Nowadays, most automotives companies are making use of
laser welding in car body assembly shop But even though
laser welding i1s better than resistance spot welding in
many potnts, its application has been limited to spectal
technology for manufacturing The paper introduces in the
field of remote welding system{RWS) to improve the process
efficiency of laser welding Positioning time of RWS
between welding stitches are dramatically reduced to zero

It
mass production
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Remote Welding System(RWS)

1s a kind of solutions to generalize laser welding in
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