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Servo Gun-type Inverter Spot Welding System

G.S. Kim, JJW. Kim, C.Y. Won, and S.W. Choi
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ABSTRACT

Resistance spot welding is widely employed in a manufacturing process. In recent years, the requirement for
more sophisticated quality control procedures has been in mass production industries. The requirements for high
productivity and better weld qualities have lead to the development of more widely available microcomputer-
based control. In this study, the inverter type power source and welding servo gun are developed. As the
results, we have some advantages over the previous methods such as pneumatic gun. One of them is that the
precise pressure control can be attained during the welding process. In addition, production time and cost can
be decreased.

Key Words : Resistance spot welding, inverter, welding servo gun, pneumatic gun
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