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Abstract

A laser tracking system for the welding robot of the side wall of aluminum alloy car body is intro-
duced. The system mainly includes robot system, laser tracking system, Longmen walking system,
welding system, side wall installation system and central control system. Using the laser tracking
system, the position and shape data of the weld can be detected, and the walking path and welding
parameters of the robot can be adjusted in real time. An experiment system was designed to test
the laser tracking signal and welding signal interworking technology, laser tracking data and
welding real-time data logic analysis model, and verified the effectiveness of the system design.
With this system, effective feedback can be made on the operating conditions of the welding
equipment, the travel path of the welding torch, and welding parameters. And it can avoid the oc-
currence of the bad results of welding and the scrap welding work pieces.
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Figure 1. System simulation layout
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Figure 2. Robotics and laser tracking system communication schematic
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Table 1. DSQC651 label description
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Figure 5. Data interaction schematic diagram
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Table 2. Parameter significance of wire feeding speed and welding current
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Figure 6. A sketch map of the width change of the weld
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Figure 7. The composition of the experimental system
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Table 3. Connection signal of robot system and welding power system
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Figure 8. Robot system welding parameter setting picture
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Figure 9. Robot system welding parameter setting picture
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Figure 10. Test board picture
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Figure 11. A point scanning to get the image
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Table 4. A.B.C point width and welding parameters
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Figure 12. B point scanning to get the image
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Figure 13. C point scanning to get the image
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Figure 14. Welding effect diagram
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