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Development of wire oscillating control system for electroslag welding based on PLC
PAN Hou-hong', PAN Qian-gang?, XTA Xiang-hua®, YU De-fu’
(.Institute of Engineering and Science, Southwest Jiaotong University, Chengdu 610031, China;2.Dongfang Boiler Group
Co., Lid.,Zigong 643001, China;3.Chengdu Tianhe Xinchuan electric incorporated company, Chengdu 630043, China)

Abstract ; The oscillating control of welding wire for electroslag welding have been realized by PLC.According to the specification of

equipment,the hardware and PLC application software have been designed.This control system has been used in double wires

electroslag welding.It is shown by actual production that the design of the software and hardware of this control system is reasonable.
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