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a2) 1 High speed assembly robot.

£t o 2 “High Speed and Flexible Au- A8 Fl& 7= F3 PAA 2o I A
tomated Assembly”z}+= W F 7} M?d—rﬂ o] 7 of AleFd, #AA, 47U 5% R
< dA dEvlde]l AFxe Ye4E F4 Sl et v AV ed T4 AL AAY 3
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e A e ARt <5 4F A2 2 gae T
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FHoR st gkl HalA A4 £ 00 2 EobE dlwslw, 44 ¥ (metal forming)
Mgt (2 1 #=2) ez AsxLen A A1=zlg 3l (production automation), A 4+7}F
Ae A== daFdsa 1€dzx, 2% (cutting), o=} (grinding), = ¢ (surf-

E1 A43 A4 4T 43 AT 53
uk = 5 of ;f%ij = 4. subject area

L& = 7 Al (machine tools) 16| =233 g 72 %A 0]

2, A 4} 7F & (cutting) 21! Fracture wear & monitoring, tool life

3.« ul- 7+ F(grinding) 181 Aatzz o A 44 adaptive control

4. &+ < A3 ¥ (metal forming) 39 Cold forming, extrusion, forging

5. Non-conventional processing 14E Laser beam machining, EDM, Electro-chemical

; machining
6. % g x 3} (assembly engineering) 9\ Robot, Micro-processor
7. & | 3+ (metrology) 12 |« Automatic measuring system
1 e Surface measurement e Laser Interferometer
8 = =] 2] (surface integrity) 11| e Finishing technique
e Surface roughness e Surface rolling
9. A AF =k = 3} ‘ 32 e NC, e Robot, ¢« FMS, e CAD/CAM
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(friction spot welding)(Z2¥ 3 #=x) ¥ 4
o}#) (cold pressure welding) w3l o] 7 W=
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a2l g Friction spot welding.

(2) E%7}2(Non conventional machining)
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'WORKPYIECE

< FORCZ TRANSDUCER

o2l 8 A chematic diagram of the laser assisted
machining apparatus,
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7 DIGITAL YOLTMETER

B RECORDER
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10 RiGH YOLTAGE SEPPLY
11 ELECTROMETER ( AMMETER)

=2l 9 Schematic diagram of the experimental

electrostatic charge decay NDE system,
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o2l 10 Laser surface alloying model.
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%] 11 Adaptive control transfer center.
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