HERFE

FmEERSORY b AT L

Advanced Joining Robot System
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The environment surrounding the manufacturing industry is rapidly changing, and a reduction in energy consumption
and a decrease in global warming gas emissions are being demanded of the industry. The demand goes beyond products
to impact production processes, and a compatibility of a higher order between this demand and the quality of joints is
needed. This paper describes the latest trends in Friction Spot Joining and Hybrid Laser-arc welding technology and how

these technologies are applied.
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Fig. 1 FS]J joining tool and joint
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Fig.2 Schematic diagram of FS] joining process
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Fig.3 FSJ robot
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Fig.4 Example of application of FS]
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Fig.5 Appearance of hole-free FS] joining tool and joint
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Fig.7 Plastic flow materials in double-acting hole-free FS] joint
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Fig.8 Rotating arc in high-current welding
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Fig.9 Device configuration in high-current MAG welding
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Fig.10 Joint geometry and cross-sectional photo in high-current MAG
welding process and conventional welding process
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Fig.11 Comparison of deformation between high-current MAG process

and conventional welding process
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Fig.12 Advantages of Hybrid Laser-arc welding process
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