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Automatic Welding System for Top-Bottom Booms of Crawler Crane
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An automatic welding system for upper and lower booms was developed at KOBELCO CRANES CO.,
LTD, to ensure a stable production capacity, high quality, and flexibility for varying work volumes. A
technique was also developed for reducing the man-hours spent in teaching the weld lines of lattice
pipes, as well as a sensor technology that enables copy welding by the reliable detection of the welding
line, even during large-current welding that generates fumes and spatter in large amounts and when

welding on a mirror surface.
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Fig. 1 Construction of booms for crawler crane
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Fig. 2 Current status of automating process of insert boom
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Boom Welded joint Welding | Number of | Number of
shape current booms joints
Parallel Pipe+Pipe 180A 7 7X10=70
Insert 9
boom
10joints/boom
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20joints/boom
ob| Pipe+Plate 250A
Bottom N
Boom }/:
| 4
Plate +Plate
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Fig.17 Automatic welding system and welding beads
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