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Structure and Function Design of Digital Welding Workshop
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[ABSTRACT] The digital welding workshop is an
important developing subject in today’s related welding in-
dustries, as it expresses the great advantages in quality sta-
bility, production management, trouble-shooting and so on.
Based on many years’ experience in welding automation
developing and engineering, and couple practices in the
digital welding workshop, AMET would like to expound
the importance of digital welding technologies and share
our knowledge of the basic technical structure and model
of digital welding workshop.
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Fig.1 Monitoring interface of monitoring terminal of digital
welding workshop
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Fig.2 Network of digital welding workshop
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Fig.3 CSD of digital welding workshop
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Fig.4 Network structure diagram of digital welding workshop
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