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Fig.1 The structure of welding workpiece and

its sketch map
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Fig.2 The sketch map of welding system
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Fig.3 The frame map of hardware system of motion control system
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Fig.4 Mechanism and its motion condition
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1/0 configuration of motion control system
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Fig.7 The flow map of automatic control program
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The application of Siemens S7-200 PLC in capacitor’s feet welding system

WANG Xu-fang, WANG Qin-ruo, ZHOU Yu
(Faculty of Automation of Guangdong University of Technology. Guangzhou 510090, China)

Abstract; This paper introduces the characteristic of the capacitor's feet welding system. It presents the
hardware and software design method of the feet welding system. Also it describes the application of S7-
200 PLC in the system.
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