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ABSTRACT

The purpose of this exclusive welding—-machine process using the welding Torch-rotation form is to
develop a mechanism which can solve the problem of twisted welding wires and cables. The technique
was developed by revising the torch position and smooth controlling of both the formal and reverse
rotation. Some of the advantages of using the Torch-rotation form over the Work-rotation technique are
the practical uses of increased work space and link work with the automation system of the plant.

Using this welding machine process, It is possible to design a specific tool in order to solve the
implemental problem. And I produced a control plate which can manipulate the progress of the entire
process at the work place. Even if another kind of axle casing’s welding work is used this process can
be utilized if the fixed tip and work is produced and changed.

The development if this exclusive welding-machine could reduce the manpower of skilled welding
labor and after considerable analysis, this machine was found to increase productivity and better quality

product in comparison to the handmade product.
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