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Design of Automatic Welding Device for Wiring Board

GAO Jingian,SHA Ling

(School of Mechanical and Automotive Engineering, Shanghai University of Engineering Science , Shanghai 201620, China)

Abstract ; In view of the low manual welding efficiency of wiring board and the welding quality cannot be guaranteed, the

research group designed an automatic welding device suitable for internal wiring in wiring board. In the XYR motion

platform, the ball screw structure was used to realize the linear motion in X and Y direction, and the motor and belt drive

was used to realize the rotation in R direction in the automatic welding process; the wire feeding mechanism combined

with motor, gear and pressure roller realized automatic wire feeding; the automatic spot welding mechanism drove the

resistance welding head through the cylinder and used the resistance welding method to weld the workpiece; the sliding

guide and the cylinder structure were used to realize the wire cutting operation at the end of automatic welding. The

research results show that the device realizes the automation of welding process. It ensures the welding quality and

improves the work efficiency. The device is suitable for welding automation transformation of similar enterprises.

Keywords : welding ; wiring board ; internal wiring; XYR motion platform ; pressure roller
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Figure 1  System of terminal board
automatic welding device
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Figure 2 Overall structure
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Figure 4  Fixture platform
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Figure 5 Automatic wire feeding device
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Figure 6  Automatic spot welding mechanism
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Figure 7 Wire cutting device
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Figure 8 PLC control structure diagram
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