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Abstract: There are problems such as unstable welding precision and poor product consistency for the inverter
AC resistance welding equipment to weld the new energy vehicle motor stator. In order to solve those problems, an
intelligent welding monitoring system was designed. The system used Siemens PLC as the control core, including
hardware monitoring circuits and control software. It adopted the scheme based on the terminal thickness and the
welding time as the supplement to improve the welding precision and consistency. The MODBUS bus was used to
communicate with the welding power source to intelligently record the welding data. The measured results show that
the system can improve the welding precision and welding consistency, and realize the traceability of the motor
welding which improves the intelligence of the production workshop.
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Fig.l Diagram of resistance-welding equipment
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Fig.2 Schematic plan of thermal expiation in spot welding
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Fig.3 Software block diagram of monitoring system
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Fig.4 Program flow chart of automatic welding
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Fig.5 Electrical diagram of monitoring system
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Fig.6 Schematic diagram of displacement monitoring
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Fig.7 Electrical schematic of pressure monitoring
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Fig.8 Man-machine interface of automatic welding
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Fig.9 Man-machine interface of parameter setting
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Tab.1 welding data of NO 1~10 test piece
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