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Effect of the Change of welding torch and piece arrangement by the 3-dimensional

robot welding simulation

% a7, 9% 78, % AW, 4 A, A T
e Db

bl =

ABSTRACT This simulation was carried out to estimate the process time and to improve the
operation efficiency. The subassembly process consists of piece arrangement, tack welding, robot
welding, manual welding and the robot welding of them was the focus of the simulation.

Robot welding stage was analyzed by UML and IDEF@ method, and then it was represented as
the three-dimensional model(simulator) based on the analysis. The output of this simulation was
the cycle time for one day’s work. The cycle time for the different torch and the different piece
arrangement was investigated by the 3-dimensional simulation.
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