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1h%3+E edge computing
BEUEEL L A7l 35 2 I SRR 1) 5 % BN V8 S P D0 2 3 5 I ) T B B0
[RJR: GB/T 41780. 3-2022]
3.1.2
ETih5A I HEFEBBNL 74 welding automation production |ine based on edge Al
—FREb S TIAZ AT E R (AD R S5E5EE BRI L RS .

3. 1.

w

S &N abnormal response

S LD S A A 7 AR G X X S I DURICR U — R UG, DAORBEAE P 122 4x . RasE AN
JiiE .

3.1.4

S ®EIEM abnormal situation

LA RS, B EERERE . AR mzE . AR & ) 4%
3.1.5

JEIZETTE M welding Reliability

PREERCSRTERUE M T TERUE RURT ] Py, Jo it AT H U Th AR ¥ AR 7
3.1.6

JRIEHERE welding accuracy

PRIEAE D25 R S TR M B o B T 2 2R R AP & AR .
3.1.7

FREVEEEMZE accuracy of quality assessment

BT W R ARSIV AR SR, RETS S SRR X RN R KT, AR iR
VEASAT A B (RORHERE

3.1.8

KREEERPEIR A ERAZE accuracy of weld defect identification

or I 2R G0 00f SR S EAT RIS, RGN BB (1) R AN 73 R B P 45 2R, 5 B SAs DUAHAF A R
3.1.9

IRIEREISNFEE welding speed monitoring accuracy

IR 5 M T B S SRR B SRR R e, SRR R R/ AR R SERRAS sk
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S EMNATE definition of Abnormal Response Time
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3.2

4

4.1

4.2

YRR B

Ty G v iE A S

AT: N T8t (artificial intelligence)

PROFIBUS DP: A%k %4t (PROFIBUS Decentralized Periphery)

RGB: 4L. %%. ¥ (Red. Green. Blue)

ERP: )L 8 YF i+ %I 24t (Enterprise Resource Planning)

SQL SERVER: X ZHRAEHE ' E B RS (SQL Server)

MODBUS: {5} (Modicon. Bus)

PLC: Bl ¢mAL i@ 4 4 H 8% (Programmable Logic Controller)

SCADA: Wi 5¥HE %4 24 (Supervisory Control And Data Acquisition)
OPC: HAZ P A5 (OLEfor ProcessControl)

RPERNERSHY

REGHVERL
RGN 2D AL B I

a) —fOfREITHEE
b) LA

o) W¥EKBE

) IRIENLEE AR E
e) P[] PLC

£z B R s 4%
g) WGITE &

BEAXSH

RGPPSR FEASH

a) ZHFEECD; =K (mm)
b) MWETEH ;2K ()

c) YEFEBK 9K (nm)

d) WOt H D2 IR T (mw) ;
e) BEREE WK (um) ;

£) Zetk: EREMTEE (F.S.) ;
g) FREREHE E R oK () ;
h) AR 2% (Hz)

1) IR HE: KEHE (0/S)
3D HLE AR EER (V)

k) =% (nA);

1) A ha AR T L (kW) ;
m) AJE B AIEIA (MPa) ;
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5.1.2 IT{EIE

J2.1 B H R R ZE NS GB/T12325-2008 1 4. 2 H1 4. 3 [RIHLSE
2.2 MEEIRE: 0~50C.,

2.3 REEIRSE. 35%~85% (TLEA/KEEL) .

2.4 5. 10Gs (10~500Hz)

2.5 RPASARLES]: 99%/1% (Ar/C02)

BN T NN

5.2 5

5.2.1  F AN TAIREAC 5 A5 B BT A GB/T14253 FIRLE -

5.2.2 WRRMANAWHBMER. BRIl ZIRAMEEGE .

5.2.3 JRIEAFIIESERTRE, TERCM AN B ERIG . A1 iR R AR NP R AL B . R T Ab R
TN AFELIS], TS, 2 S .

5.3 &%
5.3.1 BRZ%

5.3.1.1 A&l & I RGNS GB/T5226. 1 55— B 0 HESR, 24 vl 45, F I HE,
& AR R PG A A N A 5, BRAE R N R, Fa AT oL IE R A SV E, SUTERIESS
(A R b b 5 2Ry 20, ZERE G S TE LR ALAT — B A 2 B0 R e 5l R B 2 e S 1AL E
FF 3 SUs a2 W F N Z A UEVF A= 48 B 2t 30, 1 R A% 1 W R sh /E SR AT 31
5.3.1.2  ZJ7HEE FLE AR L H % (B] it 0 500V DC Bl 45 (1 48 2% fEL B AN T IMQ .
5.3.1.3 H#WEIAINET] SIS RiTE GB/T5226. 1 [ER G RIEH L Bk b BEHs T 5%
P fieh A T 4 R A 2 TR PR A, B B B BRAE, L FEAE R AR 0.1Q

5.3.1.4 HRAMEN ] HEE FLARTERESE Hik 2 [H R4 2 28 /0 1s I [a] (i HE A 058 o

5.3.2 HW%zL

5.3.2.1 HWRKLEYPNATE JBT233 HIHUE .

5.3.2.2 HWE&LREPP VT RFFA GB/T 15706 FIHLE .

5.3.2.3 HWHRIEHNN LY 5 E R WA RN R 2 B E, S E N RIT %4
125 B SR 45 1 E AR .
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5.4 FERASH

5.4.1 1REEA RN
FRAEMETTHZ—

4.2 BEERE
RN 1% £0. 03mm.

(4.3 IRERERIENREEERE
RS P VR R A T-94%, SR — R A HE 3 =99. 5%.

5.4.4 (R¥EeE NS EHE
DK B2 HE A AR T-94%,

5.4.5 FRETHERE
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5.4.6 [REERRBEIRAIERZE
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4.8 REWIRZEE (F)
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5.5 RGREREE

5.5.1 WIESEIERERL (SCADA)

SCADA RGN A~ Wides . EEH . Bl Wit BleR i 5. M s 58 B
. LS ALS PLC #d, el ST Pl PLC SEi e BUR B TR . M lE . IR 2,
RGN ARG ENCHE S IEREE, I H A A7 DA K 128 80 2 i 20

5.5.2 IS EMIRZER

SCADAE A it ot BRI A P B AT 70 b, 0% KRB EAT 70 929, A S A2 7 i R A SR ) 0
W, B EART:

a) L] G FE e E SR A% (PLC) KBS /A R4, X RIS SRR 1 Bt 4T m] MEAL o

b) SENLEHE AT, AP B REAT AT, N AR O EL R A I RE R R S TR
AREHHEEE RS (SQL Server) , HFRIREMMEN . il 58,

5.5.3 HIEERIER

()]

()]
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