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5 01 4 ~ 05 LI ARAEAR e A v 3
il F ST iz S LR AR s2 0 4. 181 4 FrosAs
[RIRIER T T KR IR AR 22 53R W1, BEE R0 4R T Hr
JIBIIEIN, SRR )N, (E R WO AT 22
FBCAREIUGE. MRS I S0 T AR T4
RULHR R AR R R/, RSB T A Redi/ N R
MANRE- AL 25 52, TN 52— MBS 7Rk 45
P K A ARA I 7, WO SRR RO HEAT, N AR
AR 25 S AT AT S PR AR AL, ISP 1 MRS 707
BRSO B A 22 5. XN B SC PR AR AR
RTFWIFLEATE RGO, WSRAE P PR Ak 0K
S BIHERT [ 40 F T R AR, S n] fig
SRR AL, SC AR A ] 20T HEAS [ B 42 il
TR 2 I, B AR R R 2 e 42 o AR e ol 2
SRAILN N WA R 73

05 4K P IR AR AR I 5 . 18
H I A AL AL Y A TR R, PP R AL T
A FrR I B LR, AR O B A2
i 25 R T — MBS R k5] 900 N
CEEM 3 ANHERF) I, TEAR T IR 5 SEBrh g IR 4
W ETE, i B R 70 N TR R R AR

DO TR R, B IR S B, ST
ST, S RIPL B TR AR, Y —
M A28 600 N, B 04 ZH, HFFEIEEEZ N 30 N
Fedy. B2 i e 00 T FHREAR A 0T ) AN R
it 450 N, DAHAE G2 7 hil o E i L FR.

320 Eﬁzft;ﬁ::zt:h“““\
\\\ \\\ \
\ \_ omiema

\
TS % et

AP o

240

1 1 1 1 1 1
0 2000 4000 6000 8000 10000 12000
s E] #/ms

E 5 058K N TS
Fig. 5 Force descending during welding of group 05

22 FHhEHIRENI TR

I IR Ve RITE 0 3 41, 43 0% g 4
e B E SRR AR U T Ty L R
THAE J) 3 FREEIRmS. A T 28 R IO B AR T
25 BRI RCR, B BB R 3E  ,
ZZFF SR 100 N _EFHE 200 N, 5 5E S R ER7E
150 ~ 155 N 93 Bl itk 8, 0% 1 & M 200 N T &
2100 N. 35X 3 ol 428 i) S s 1) 52 SRS T =2 i e
Ui YRR LT 6 B AR A 23 W 3] — 4~ 20 ~ 30 N
R B T, Sd 3 kA~ B TR A Sl BT, ngg
R PR, W3R T 100 N, 24 S5 8as
WEI ] Fy IR 110 N B SR sh e siedT 7).

SRS v )7 1 ) A% T B A DN ) 5 2 A 7
30T, W 6 iR, TAFAR TR 220K 7 Fos, sl
FF 009 3 B M 45 S 12 mu/s, MR AL IR g 4 R
R, 3 FOE A T R AR T A R, gz
K% 1 ARIER R 97 H1 200 N 2247 S5 Rp R TR 4R, 1542
FEUR 5 W 2 77 (B U Sl Sh AT, W ST -
Tt TRz, HREERBE A L.

G T IR T 06 5 B 1 B S B W,
(RSB FALG NIRRT, $ir ) 1T s A
PR, A2 R R R F R AN S S K.
e A, W) = gha il B ) (AR e e Uh (A F i
/N B 7 SN T T e R g A R e
X SISO, B AR T 25 5 W AN K, 1717 2% g A= ks B
I PP AT OL. X 0] e T H ST T Rk
FE PR BRI Ak Rl R T 5 e 3



% 8 HE, & AT 5 R EFRLHENKELBOLEET B4 11
260 220
240
ZEREdE 200 -
220 +
7 180 |
Z 2001 z
=180 | 160 -
=160 - _ﬁ: 140 -
140 | f- ol
120 + 12 mm/s —
100 | 100 |
80 1 1 1 1 80 | 1 1 L L
0 2000 4000 6000 8000 0 2000 4000 6000 8000
B IE] #/ms HsF ] #/ms
B 6 3 # sl kRN I TaiE B8 AREIEMEEENEHRR
Fig. 6 lllustration of three types of force control strategy Fig. 8 |lllustration of adjusting force damping speed
o A B Y R BT
L6 k(A I L5r kR {5 A
14}
12} g
g L
é 1ok % 1.0
N B SN
1:_%\( 0.8 2
0.6 05
0.4
02+
0 1 2/3 12
e ) EE=—=3 Verd
ZT3 (EVED] EH S L2516

B 7 AREHERRE TR ETRE
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