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A Study on Development of Automatic Welding System Using Panel PC
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Abstract - In this paper, an automatic welding system is developed. In the developed system, an automatic welding
system is remotely controlled by a portable panel PC. Additional, the DB system such as the operating condition and
control data of automatic welding carriage is developed by ATMegal28. Therefore, the developed system can overcome
the restriction of operating condition, and reduce the weight of welding system and the risk of safety. The effectiveness
of the developed system has been verified by the simulation and experimental results respectively.
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Fig. 1 Conventional automatic welding system
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Fig. 2 Developed automatic welding system
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Table 1 Characteristics comparison between conventional
and developed system
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Fig. 5 Power circuit of main controller

geo] 97 Aojg sid PC
=Y A~ FEE
o} ool AAZE By
o f-o} bl JH N
At o714 D/A =9 4ls Aolf & Visual
Basics 7|Wtez FY&L AR AWEE AR H/§
HE 52 Ao AEA Filols AFE FAAHA 3,
deprl e gy Al 2 AR, &5 F H8H, FARE,
44 98 9 &4 =0 4EFE FddT. 29 62 A
5 &4 Aagle] 15 HAEZHAA WA ARE FA )
= g Alzd"y D/A Ao Z I Relay 7+53=29
il 255 Yebdd g5 93y mygoA g¥E 7
Zhe]l AEE 43449 D/A A= 2 8A1d 9] Relay T&
3| 2 o, Z7te] fJ Az dGHE oldRa
|

az 6 oid PCYE At

Bl Al2g

S oH

E 22X AAdo| ool 2L

== -

Fig. 6 Main monitoring system of automatic

welding system
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Table 2 Spec. of developed system
BE o AA AnFE ar oy AAE
(71£4 AEAR) - (BH7199/%7h) ° (B7tA)
1. 99 =4 Pulse 7V 7V 7V
2. Yl 7= (%) ° 1.5mm 1.5mm 1mm
20° 15°
3. EXFAolE ° 20° (€Y ONA] °]571%) (A€ ONA] °]571H%)
(BHA ol571%) (BH-A ol&71s)
4. /53 +0.3
+0.5 +0.5
2E g%l m (A1 53 7h)
5. I+ E } ) } 253%]/Sec
qole 1% 3] /Sec 103]/Sec 103]/Sec (o= o] 21 5)
6. BE 3| & Alo]=
Z‘TW?DXJ ] mm - 100%80x15(mm) 85%60x15(mm)
ERER EEEER
7. shebulE g T +0.5%
HEFE dFE ype ° (9. 3H-8140.5%) (©.34-81+0.3%0] 4)
[e] [e)
8. 7% N N
(15 e ) Ext o (Ao 5= (Al R =47
S A2¢8) 2298
9. ¢ PWM 4% Pulse 50KHz 50KHz 50KHz
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Fig. 12 Simulation waveform of speed control
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Fig. 13 Experimental waveform of speed control
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