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Development of Mobile Robot for Welding of Lattice Type
- Mobile Speed Control and Seam Tracking Control -
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ABSTRACT :

It is difficult to realize automation of welding of lattice type in shipbuilding and
assembly processing of shipbuilding and steel structures. Usually, the welding parts of
lattice type are welded manually, So there are limitations in continuous and stable quality
controls and in increase in productivity because the welding quality depends on worker's
skill. That is, automation in welding is necessary.

This paper shows shows the developedment results of a moblie robot for welding of lattice
type. Specially, algorithms for its mobile speed and seam tracking controls are introduced.
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Fig. 1 Welding mobile robot Fig. 2 Welding seam tracking
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Fig. 4 A kinematic model of the
Fig. 3 Block diagram of Controller

welding mobile robot
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Table 1 Welding condition
Work Picce Welding Wire Welding Current Welding Voltage Welding Speed Sliding Gas
Mild Steel 4t (o) 1.4¢ Flux Cored Wire 220A 25V 4bem/min 18 ¥ min CO2
V/elding Poveer Source
Wire Feeder
Fig. 5 Composition of welding mobile robot
Photo 1 Photograph of welding Mobile robot
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