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Motion mechanism of complex space curved
surface welding robot direction
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Fig. 2 Establishment of welding robot coordinate
system direction
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Fig. 3 Welding torch attitude solution direction
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Fig. 4 Automatic programming system for welding
robot. (a) Automatic programming system archi-
tecture; (b) Automatic programming flowchart
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comment File exported by Rhinoceros Version 7.0

element vertex 104656

property float x

property float y

property float z

element face 118764

property list uchar uint vertex_indices

end_header
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-44.5878791809082 6.07283163070679 61.4314346313477
-44.3960380554199 7.34489631652832 64.0570907592773
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Fig. 5 PLY file data
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Fig. 6 Software interface of welding robot offline
programming system
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surface welding robot system
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