S USSIX M 32F 33 pp. 243-251

March 2015 / 243

orean Soc. Precis. Eng., Vol. 32, No. 3, pp. 243-251
ISSN 1225-9071(Print), ISSN 2287-8769(Online)

http://dx.doi.org/10.7736/KSPE.2015.32.3.243

T 88 MS3E AR EA I sl et A

A Study on Development of Torch Rotating Mechanism for Automation of Welding of

Corrugated Membranes

hge -
Kang Yul Bae"*

1 dutsy|snisty HFtEEY A S35} (Department of Mechatronics Engineering, Gyeongnam National University of Science and Technology)

P4 Corresponding author: kybae@gntech.ac.kr, Tel: +82-55-751-3384

Manuscript received: 2014.9.4 / Revised: 2015.2.3 / Accepted: 2015.2.7

In order to develop an automatic system for welding thin steel plates with curvature such as the
corrugated membranes of an LNG storage tank, a rotating mechanism should be firstly designed
for the torch to easily follow the weld seam with a constant distance and angle. In this study, a
torch rotating mechanism consisting of three circular links, two square-type links and a torch link
was proposed for automation of the welding process. A weld-seam tracking system with two axis
slides and the proposed rotating mechanism was successfully simulated with a dynamic
simulation software. A prototype tracking system was manufactured and a tracking test with the
system was then carried out. The test results with tracking system showed that the rotating
mechanism could be implemented and it was feasible to be used in automatic tracking of weld

seam with curvature.
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Fig. 1 Typical shape of corrugated membrane
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Fig. 2 Torch rotating mechanism
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