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Fig.2 Static welding line layout
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Fig.1 Flow welding line layout
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3
3.1
1 N
Tab.1 PPM statistical data before and after improvement of leakage rate PPM
(4—6 ) (7—9 )
4 5 6 7 8 9
1—7 2 180 1787 2 429 1—7 1 246 1167 763
8—14 2 035 2 084 1926 8—14 975 969 1412
15—21 2118 2035 1 766 15—21 1 089 895 1269
22—30 2262 1920 2220 22—30 1293 1 044 1 095
179 464 373, 2 078PPM; 192911 211, 1 094PPM,
3.1.1
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Fig.3 PPM comparison rate before and after Fig.4 Static welding line leakage rate curve
improvement of leakage rate
3.1.2
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90.59%).
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o (7 1 ~7 7 ) s
(7 15 ~7 21 ) s 9 PPM
3 140 PPM
2 .
Tab.2 Statistical data of appearance defect Before and after improvement PPM
4—6 ) (7—9 )
4 5 6 7 8 9
1—7 1942 1712 1598 1—7 445 65 64
8—14 1336 1683 1238 8—14 70 75 56
15—21 1573 1772 1030 15—21 172 81 60
22—30 1723 1571 1077 22—30 54 69 64
179 464 267 1 438PPM;; 192 911 25 140PPM
2 500 [} —-PPM
N R A ] - PPM
N N 4001
= 20001 ALY o 40
2 ' : &
=~ PPM
1500 PPM 200+
1000
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/
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Fig.5 comparison chart of appearance defect rate
before and after improvement
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Fig.6 Static welding line leakage rate curve

Fig.7 Analysis chart of weld defect
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Research on Welding Production Line Improvement of
Condenser—Evaporator

Yu Yingxia,Sheng Jingfeng

(School of Mechatronics and Vehicle Engineering, East China Jiaotong University ,Nanchang 330013 China)

Abstract: Aiming at the existing problem of 7Z Enterprise condenser—evaporator welding line, the improvement

scheme was put forward, which, on the basis of the original welding procedure and flow line increased a static

welding line and waiting line, and the auxiliary equipment of the production line was also improved. Practice

shows that the improved static line not only would solve the problem of welding leakage, and also reduces the

labor intensity. It shows that the process optimization obtained from the practical experience for other welding

lines has a certain reference value.

Key words: condenser—evaporator ; welding ; technology improvement ; welding production line



