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Description
BACKGROUND
Technical Field

[0001] The presentdisclosure relates to a welding sys-
tem and a welding method using the same, and more
particularly, to a system and method for welding a battery
module assembly for a vehicle.

Background

[0002] As the demand for electric vehicles increases
worldwide, there is also an increasing demand for facil-
ities related to batteries mounted in the electric vehicles.
[0003] The electric vehicle uses, as a main power
source, a battery in which a plurality of secondary battery
cells, which is chargeable and dischargeabile, is integrat-
ed into a single pack. Therefore, the electric vehicle re-
leases no exhaust gas and causes very little noise.
[0004] In the case of the battery applied to the electric
vehicle, a battery module assembly is configured by
stacking a plurality of battery cells, and a battery pack
assembly is configured by electrically connecting a plu-
rality of battery module assemblies and mounted in the
vehicle.

[0005] Various electrical components (e.g., a PCB, a
BMS, a busbar, a clamp, and the like) are mounted in
the battery pack assembly, and the electrical compo-
nents are coupled to a battery module through a welding
process.

[0006] Inthewelding processinthe related art, welding
facilities are installed for respective portions where the
electrical components are welded to the battery pack as-
semblies along a conveyor by which the battery pack
assemblies are conveyed in one direction (or, disposed
in series). For example, CN 111 192 939 B discloses a
lithium battery ear ultrasonic welding machine compris-
ing aconveyor belt, aturning mechanism, aloading robot,
a blanking robot and four ultrasonic welding machines.
[0007] Therefore, because expensive oscillators need
to be provided for the respective welding facilities, there
is a problem in that a large amount of costs is required
to establish the welding facilities.

[0008] In addition, the battery pack assemblies are
conveyed in series along the conveyor. Therefore, when
one of the plurality of welding facilities disposed along
the conveyor is broken down or needs to be cleaned,
operations of all the welding facilities disposed along the
conveyor need to be stopped.

[0009] The above information disclosed in this Back-
ground section is only for enhancement of understanding
of the background of the disclosure, and therefore it may
contain information that does not form the prior art that
is already known in this country to a person of ordinary
skill in the art.
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SUMMARY

[0010] In one aspect, the present invention has been
made in an effort to provide a welding system according
to claim and a welding method according to claim 11
using the same, which are capable of reducing a cycle
time of a welding process and increasing an operation
rate.

[0011] An embodiment of the present invention pro-
vides a welding system including:

a main conveyor configured to convey a battery palette
on which a battery module assembly is mounted; at least
two auxiliary conveyors disposed in parallel with the main
conveyor; a loading-unloading module configured to
transfer the battery palette to the auxiliary conveyor
and/or transfer the battery palette from the auxiliary con-
veyor to the main conveyor; clamping jigs on which the
battery palettes are seated by the loading-unloading
module so that a preset welding process is performed on
the auxiliary conveyors; and at least two welding robots
configured to weld the battery module assemblies seated
on the at least two auxiliary conveyors.

[0012] The loading-unloading module may be config-
ured to transfer the battery palette, which is conveyed
along the main conveyor, to the auxiliary conveyor and
transfer the battery palette, which is completely subjected
to the preset welding process, from the auxiliary conveyor
to the main conveyor.

[0013] The auxiliary conveyor may include: a drive unit
configured to generate power; a lead screw connected
to a rotary shaft of the drive unit and gear-coupled to the
battery palette; and an LM guide configured to guide the
clamping jig.

[0014] The clamping jig may include: a support plate
on which the battery module is seated; a first pressing
jig configured to press, in afirst direction, a welding object
against the battery module assembly seated on the sup-
port plate; a second pressing jig configured to press, in
a second direction, another welding object against the
battery module assembly seated on the support plate;
and a back-up jig configured to fix, in a third direction,
the battery palette seated on the support plate.

[0015] The support plate may have a support pad and
a support protrusion that set a direction and a position of
the battery palette.

[0016] The welding system according to the embodi-
ment of the present invention may further include a suc-
tion module provided on the clamping jig and configured
toremove fume or spatters produced by the welding proc-
ess.

[0017] The welding system according to the embodi-
ment of the present invention may further include a salt-
water container configured to extinguish a fire on the bat-
tery module assembly by means of the loading-unloading
module when a temperature of the battery module as-
sembly is a preset temperature or higher or when a fire
occurs on the battery module assembly.

[0018] When any one of the at least two auxiliary con-
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veyors is abnormal, a welding process may be performed
on the battery module assembly by the other auxiliary
conveyor.

[0019] The two welding robots may perform the weld-
ing process on the battery module assembly loaded onto
the other auxiliary conveyor.

[0020] When any one of the atleast two welding robots
is abnormal, a welding process may be performed on the
battery module assembly by the other welding robot.
[0021] In some embodiments, the at least two welding
robots may comprise an oscillator configured to emit la-
ser beams.

[0022] In some embodiments, the at least two welding
robots may comprise a chiller configured to cool the os-
cillator.

[0023] Insome embodiments, the welding system may
further comprise a detection unit configured to detect a
state information of the battery module assembly, a state
information of the welder, a state information of the weld-
ing robot, and a state information of the auxiliary convey-
or. The welding system may further comprise a controller,
and the state information detected by the detection unit
may be transmitted to the controller.

[0024] Another embodiment of the present invention
provides a welding method using the welding system ac-
cording to claim 1, the welding method including: deter-
mining whether the welding robot is normal; determining
whether the auxiliary conveyor is normal; and welding
the battery module assembly by using the welding robot
and the auxiliary conveyor based on a state of the welding
robot and a state of the auxiliary conveyor.

[0025] When the at least two welding robots and the
at least two auxiliary conveyors are normal, the battery
module assemblies on the at least two auxiliary convey-
ors may be welded.

[0026] When the atleasttwo welding robots are normal
and any one of the at least two auxiliary conveyors is
abnormal, the normal two welding robots may weld the
battery module assemblies on the normal auxiliary con-
veyor.

[0027] The welding method according to the embodi-
ment of the present invention may further include deter-
mining whether the auxiliary conveyor disposed adjacent
to the normal welding robot is normal when any one of
the at least two welding robots is abnormal.

[0028] When the auxiliary conveyor disposed adjacent
to the normal welding robot is normal, the normal welding
robot may weld the battery module assembly on the nor-
mal auxiliary conveyor.

[0029] According to the welding system according to
the embodiment of the present invention described
above, the at least two auxiliary conveyors are disposed
in parallel with the main conveyor. Therefore, even
though any one auxiliary conveyor is abnormal, the re-
maining auxiliary conveyors may perform the welding
process. Therefore, it is possible to increase the opera-
tion rate of the entire system for the welding process.
[0030] As discussed, the method and system suitably
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include use of a controller or processer.

BRIEF DESCRIPTION OF THE DRAWINGS

[0031] Because the drawings are provided for refer-
ence to describe exemplary embodiments of the present
invention, the scope of the invention should not be con-
strued as being limited to the accompanying drawings.

FIG. 1 is a perspective view illustrating a configura-
tion of a welding system according to an embodiment
of the present invention.

FIG. 2 is a block diagram of the welding system ac-
cording to the embodiment of the present invention.

FIG. 3 is a perspective view illustrating a configura-
tion of an auxiliary conveyor according to the em-
bodiment of the present invention.

FIGS. 4 and 5 are perspective views illustrating a
configuration of a clamping jig according to the em-
bodiment of the present invention.

FIGS. 6A to 6D are views for explaining operating
states of the clamping jig according to the embodi-
ment of the present invention.

FIG. 7 is a flowchart for explaining a method of weld-
ing a battery module assembly according to the em-

bodiment of the present invention.

DETAILED DESCRIPTION OF THE EMBODIMENTS

[0032] It is understood that the term "vehicle" or "ve-
hicular" or other similar term as used herein is inclusive
of motor vehicles in general such as passenger automo-
biles including sports utility vehicles (SUV), buses,
trucks, various commercial vehicles, watercraft including
a variety of boats and ships, aircraft, and the like, and
includes hybrid vehicles, electric vehicles, plug-in hybrid
electric vehicles, hydrogen-powered vehicles and other
alternative fuel vehicles (e.g. fuels derived from resourc-
es other than petroleum). As referred to herein, a hybrid
vehicle is a vehicle that has two or more sources of power,
for example both gasoline-powered and electric-pow-
ered vehicles.

[0033] As used herein, the singular forms "a," "an" and
"the" are intended to include the plural forms as well,
unless the context clearly indicates otherwise. These
terms are merely intended to distinguish one component
from another component, and the terms do not limit the
nature, sequence or orderof the constituent components.
It will be further understood that the terms "comprises"
and/or "comprising," when used in this specification,
specify the presence of stated features, integers, steps,
operations, elements, and/or components, but do not
preclude the presence or addition of one or more other
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features, integers, steps, operations, elements, compo-
nents, and/or groups thereof. As used herein, the term
"and/or" includes any and all combinations of one or more
of the associated listed items. Throughout the specifica-
tion, unless explicitly described to the contrary, the word
"comprise" and variations such as "comprises" or "com-
prising" will be understood to imply the inclusion of stated
elements but not the exclusion of any other elements. In
addition, the terms "unit", "-er", "-or", and "module" de-
scribed in the specification mean units for processing at
least one function and operation, and can be implement-
ed by hardware components or software components
and combinations thereof.

[0034] Although exemplary embodiment is described
as using a plurality of units to perform the exemplary proc-
ess, it is understood that the exemplary processes may
also be performed by one or plurality of modules. Addi-
tionally, it is understood that the term controller/control
unit refers to a hardware device that includes a memory
and a processor and is specifically programmed to exe-
cute the processes described herein. The memory is con-
figured to store the modules and the processor is specif-
ically configured to execute said modules to perform one
or more processes which are described further below.
[0035] Further, the control logic of the present disclo-
sure may be embodied as non-transitory computer read-
able media on a computer readable medium containing
executable program instructions executed by a proces-
sor, controller or the like. Examples of computer readable
media include, but are not limited to, ROM, RAM, com-
pact disc (CD)-ROMs, magnetic tapes, floppy disks, flash
drives, smart cards and optical data storage devices. The
computer readable medium can also be distributed in
network coupled computer systems so that the computer
readable media is stored and executed in a distributed
fashion, e.g., by a telematics server or a Controller Area
Network (CAN).

[0036] Embodiments of the present invention will be
described in detail with reference to the accompanying
drawings so that those with ordinary skill in the art to
which the present disclosure pertains may easily carry
out the embodiments. However, the present invention
may be implemented in various different ways and is not
limited to the embodiments described herein.

[0037] A part irrelevant to the description will be omit-
ted to clearly describe the present invention, and the
same or similar constituent elements will be designated
by the same reference numerals throughout the specifi-
cation.

[0038] In addition, the size and thickness of each com-
ponent illustrated in the drawings are arbitrarily shown
for ease of description, but the present disclosure is not
limited thereto. In order to clearly describe several por-
tions and regions, thicknesses thereof are enlarged.
[0039] Hereinafter, a welding system according to an
embodiment of the present invention will be described in
detail with reference to the accompanying drawings.
[0040] FIG. 1 is a perspective view illustrating a con-
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figuration of a welding system according to an embodi-
ment of the present invention.

[0041] Further, FIG. 2is a block diagram of the welding
system according to the embodiment of the present in-
vention.

[0042] AsillustratedinFIGS. 1and2, awelding system
according to an embodiment of the presentinvention may
include: a main conveyor 10 configured to convey a bat-
tery module assembly (BMA); at least two auxiliary con-
veyors 20 disposed in parallel with the main conveyor
10; a loading-unloading module 30 configured to transfer
the battery module assembly between the main conveyor
10 and the auxiliary conveyor 20; clamping jigs 40 con-
figured to clamp and/or unclamp the battery module as-
sembly; and at least two welding robots 80 configured to
weld the battery module assembly.

[0043] Themainconveyor 10 conveys the battery mod-
ule assembly in a preset direction so that preset working
processes (e.g., a process of stacking battery cells, a
process of assembling the battery cells, a welding proc-
ess, and the like) are performed. In this case, the battery
module assembly is conveyed by the main conveyor 10
in a state in which the battery module assembly is mount-
ed on a battery palette 90. Hereinafter, for the conven-
ience of description, the battery palette 90 may include
a state in which the battery module assembly is mounted
on the battery palette 90.

[0044] The battery palette 90 is provided in the form of
a plate on which the battery pack assembly 1 is seated.
The battery palette 90 is seated on support pads 43 of a
support plate 42 of the clamping jig 40 which will be de-
scribed below. Two support holes 91 are formed in diag-
onal edge portions of the battery palette 90, and support
protrusions 44 of the support plate 42 of the clamping jig
40, which will be described below, are inserted into the
supportholes 91. Back-up holes 93 are formedin a lateral
surface of the battery palette 90, and back-up jigs 47 to
be described below are inserted into the back-up holes
93.

[0045] The main conveyor 10 may include a belt oper-
ated by a main drive unit 21 (e.g., an electric motor) (not
illustrated).

[0046] The atleast two auxiliary conveyors 20 are pro-
vided in parallelwith a conveyance direction of the battery
module assembly mounted on the main conveyor 10. The
two auxiliary conveyors 20 include a first auxiliary con-
veyor 20 and a second auxiliary conveyor 20. The aux-
iliary conveyor 20 relatively close to the main conveyor
10 is referred to as the first auxiliary conveyor 20, and
the auxiliary conveyor 20 relatively distant from the main
conveyor 10 is referred to as the second auxiliary con-
veyor 20. In the embodiment of the present disclosure,
the example will be described in which the two auxiliary
conveyors 20 are provided in parallel with the main con-
veyor 10. However, the protection scope of the present
invention is not limited thereto. A detailed configuration
of the auxiliary conveyor 20 will be described below.
[0047] The loading-unloading module 30 transfers the
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battery palette 90, which is conveyed along the main con-
veyor 10, to the auxiliary conveyor 20 and/or transfers
the battery palette 90 from the auxiliary conveyor 20 to
the main conveyor 10. For example, the loading-unload-
ing module 30 transfers the battery palette 90, on which
the battery module assembly, which is not subjected to
the welding process, is mounted, from the main conveyor
10 to the auxiliary conveyor 20 or transfers the battery
palette 90, on which the battery module assembly, which
has been completely subjected to the welding process,
is mounted, from the auxiliary conveyor 20 to the main
conveyor 10. To this end, the loading-unloading module
30 may be implemented as a two-axis orthogonal robot.
Thatis, the loading-unloading module 30 may operate in
the conveyance direction of the main conveyor 10 and a
direction perpendicular to the conveyance direction of
the main conveyor 10.

[0048] The clampingjig40 clamps (orfixes) the battery
palette 90 mounted on the auxiliary conveyor 20. That
is, the battery palette 90, which is transferred from the
main conveyor 10 to the auxiliary conveyor 20 by the
loading-unloading module 30, is seated on the clamping
jig 40 so that the preset welding process is performed. A
detailed configuration of the clamping jig 40 will be de-
scribed below. The clamping jig 40 may be conveyed
along the auxiliary conveyor 20, as necessary.

[0049] The atleast two welding robots 80 are provided
adjacent to the two auxiliary conveyors 20. The two weld-
ing robots 80 include a first welding robot 80 disposed
adjacent to the first auxiliary conveyor 20, and a second
welding robot 80 disposed adjacent to the second auxil-
iary conveyor 20. In the embodiment of the present dis-
closure, the two auxiliary conveyors 20 are disposed ad-
jacent to each other in parallel, the first welding robot 80
is disposed adjacent to the first auxiliary conveyor 20,
and the second welding robot 80 is disposed adjacent to
the second auxiliary conveyor.

[0050] A welder 81 mounted at an end of the welding
robot 80 welds the battery module assembly mounted on
the battery palette 90 seated on the clamping jig 40. To
this end, the welding robot 80 may be implemented as a
six-axis articulated robot. The welding robot 80 may be
implemented as the six-axis articulated robot and weld
a front surface, a rear surface, a left surface, and a right
surface of the battery module assembly. Further, the
welder 81 may include an oscillator 83 configured to emit
laser beams, and a chiller 85 configured to cool the os-
cillator 83.

[0051] The welding system according to the embodi-
ment of the present invention may include a controller
100 configured to control operations of the main conveyor
10, the auxiliary conveyors 20, the loading-unloading
module 30, the clamping jigs 40, and the welding robots
80.

[0052] The controller 100 may be implemented as a
manufacturing execution system (MES). The controller
100 collects information on states (e.g., welding portions,
positions of the battery module assembilies, and the like)
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of the battery module assemblies, information on states
(e.g., normal or abnormal states) of the welders 81, in-
formation on states (e.g., normal or abnormal states of
the welding robots 80) of the welding robots 80, and in-
formation on states (e.g., normal states of the auxiliary
conveyors 20, stand-by states for facility inspection, or
abnormal states) of the auxiliary conveyors 20. The con-
troller 100 instructs the welding robot 80 to perform the
welding process on the battery module assembly based
on the collected state information. The controller 100 may
control the main conveyor 10, the auxiliary conveyors 20,
the loading-unloading module 30, the clamping jigs 40,
and the welding robots 80 by using a programmable logic
controller (PLC).

[0053] To this end, the welding system according to
the embodiment of the present disclosure invention may
include a detection unit 110 configured to detect the state
information of the battery module assembly, the state
information of the welder 81, the state information of the
welding robot 80, and the state information of the auxiliary
conveyor 20. The state information detected by the de-
tection unit 110 is transmitted to the controller 100.
[0054] The state information of the battery module as-
sembly includes information on the welding portion of the
battery module assembly. The state information of the
welders 81 includes normal operating states and abnor-
mal operating states of the plurality of welders 81. The
state information of the welding robot 80 includes normal
operating states and abnormal operating states of the
plurality of welding robots 80. The state information of
the auxiliary conveyors 20 include normal operating
states and abnormal operating states of the plurality of
auxiliary conveyors 20.

[0055] The controller 100 may include one or more
processors configured to be operated by a preset pro-
gram, and the preset program performs respective steps
of a method of controlling a vehicle having a motor ac-
cording to the embodiment of the present disclosure.
[0056] The welding system according to the embodi-
ment of the present invention may include a saltwater
container 70 configured to extinguish a fire on the battery
module assembly due to an abnormal situation (e.g.,
heating of the battery module assembly and/or a fire on
the battery module assembly) by means of the loading-
unloading module 30.

[0057] Hereinafter, the configuration of the auxiliary
conveyor 20 according to the embodiment of the present
invention will be described in detail with reference to the
accompanying drawings.

[0058] FIG. 3 is a perspective view illustrating the con-
figuration of the auxiliary conveyor according to the em-
bodiment of the present invention.

[0059] Referring to FIG. 3, the auxiliary conveyor 20
includes the drive unit 21 configured to generate power,
a lead screw 23 connected to a rotary shaft of the drive
unit 21, and a pair of LM guides 25 configured to guide
the clamping jig 40.

[0060] The drive unit21 may be a servo motor for gen-
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erating power and disposed between the pair of LM
guides 25.

[0061] The lead screw 23 (or a ball screw) may be in-
tegrally connected to the rotary shaft of the drive unit 21
and screw-coupled to amovable plate 41 (to be described
below) of the clamping jig 40.

[0062] When the lead screw 23 is rotated by power of
the drive unit 21, the clamping jig 40 screw-coupled to
the lead screw 23 moves in a forward/rearward direction
in an axial direction of the lead screw 23.

[0063] The pair of LM guides 25 is provided to guide
the movement of the movable plate 41 of the clamping
jig 40.

[0064] Next, the configuration of the clamping jig 40
according to the embodiment of the present invention will
be described in detail with reference to the accompanying
drawings.

[0065] FIGS. 4 and 5 are perspective views illustrating
the configuration of the clamping jig according to the em-
bodiment of the present invention. For the convenience
of understanding, FIG. 5 illustrates the clamping jig 40
from which some constituent elements are eliminated.
[0066] Referring to FIGS. 4 and 5, the clamping jig 40
includes the movable plate 41, the support plate 42 dis-
posed above the movable plate 41, a pair of first pressing
jigs 45 disposed to be movable in a forward/rearward
direction of the support plate 42, the back-up jigs 47 dis-
posed on a lateral surface of the support plate 42 and
configured to be movable in an upward/downward direc-
tion, and a pair of second pressing jigs 46 disposed to
be movable in a leftward/rightward direction of the sup-
port plate 42.

[0067] A central lower portion of the movable plate 41
is screw-coupled to the lead screw 23 of the auxiliary
conveyor 20. When power is generated by the drive unit
21, the movable plate 41 is moved in the movement di-
rection of the auxiliary conveyor 20 (e.g., in the for-
ward/rearward direction) by the rotation of the lead screw
23. In this case, because lower portions of two opposite
sides of the movable plate are guided by the LM guides
25, the stable movement of the movable plate 41 in the
forward/rearward direction is ensured.

[0068] The support plate 42 disposed above the mov-
able plate 41 is a portion on which the battery palette 90,
on which the battery module assembly, is mounted is
seated. A plurality of support pads 43 and a plurality of
support protrusions 44 are formed on the upper surface
of the support plate 42 to position the battery palette 90
at the accurate position.

[0069] A bottom surface of the battery palette 90 is
seated on the plurality of support pads 43 formed on the
upper surface of the support plate 42, such that a position
of the battery palette 90 in a height direction may be ac-
curately set. In the embodiment of the present invention,
four support pads 43 may be respectively formed at edg-
es of the support plate 42.

[0070] The supportprotrusion44 may protrude upward
from the support pad 43 formed on the support plate 42.
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In the embodiment of the presentinvention, a pair of sup-
port protrusions 44 may be formed in a diagonal direction
of the support plate 42. The support holes 91 (or support
grooves) (not illustrated) corresponding to the support
protrusions 44 may be formed in the battery palette 90.
[0071] The pair of first pressing jigs 45 presses, in a
first direction (e.g., the forward/rearward direction), a
welding object (e.g., front and rear clamping devices for
welding busbars and the like to front and rear sides of
the battery module assembly) against the battery module
assembly on the battery palette 90 seated on the support
plate 42. To this end, the pair of first pressing jigs 45 is
movably provided on an upper portion of the movable
plate 41 (or disposed at frontand rear sides of the support
plate 42). The pair of first pressing jigs 45 may be moved
in the forward/rearward direction by power generated by
a first cylinder. The first cylinder may be implemented as
a hydraulic cylinder or a pneumatic cylinder.

[0072] The pair of second pressing jigs 46 presses, in
asecond direction (e.g., the leftward/rightward direction),
a welding object (e.g., left and right clamping devices for
welding busbars and the like to left and right sides of the
battery module assembly) against the battery module as-
sembly of the battery palette 90 seated on the support
plate 42. To this end, the pair of second pressing jigs 46
is movably provided on the upper portion of the movable
plate 41 (or disposed at the front and rear sides of the
support plate 42). The pair of second pressing jigs 46
may be moved in the leftward/rightward direction by pow-
er generated by a second cylinder. The second cylinder
may be implemented as a hydraulic cylinder or a pneu-
matic cylinder.

[0073] The back-up jigs 47 fix the battery palette 90 to
stably restrain the battery palette 90 seated on the sup-
portplate 42. To this end, the back-up jigs 47 are provided
on the movable plate 41 and configured to be movable
in the upward/downward direction. The back-up jigs 47
may be moved in the upward/downward direction by pow-
er generated by a back-up cylinder. The back-up cylinder
may be implemented as a hydraulic cylinder or a pneu-
matic cylinder. The back-up holes 93 corresponding to
the back-up jigs 47 are formed in the battery palette 90,
and the back-up jigs 47 are inserted into the back-up
holes 93, such that the battery palette 90 may be fixed.
[0074] Meanwhile, a suction module 60 may be pro-
vided on the clamping jig 40 and suck foreign substances
(e.g., fume and/or spatters) produced during the welding
process. Because the suction module 60 sucks foreign
substances produced during the welding process, it is
possible to reduce the time required to clean and/or repair
the auxiliary conveyor 20 and the clamping jig 40.
[0075] FIGS. 6A to 6D are views for explaining oper-
ating states of the clamping jig according to the embod-
iment of the present invention.

[0076] For the convenience of understanding, FIG. 6B
illustrates a state in which the second pressing jig 46 and
the back-up jig 47 are eliminated, and FIG. 6C illustrates
a state in which the first pressing jig 45 and the second
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pressing jig 46 are eliminated.

[0077] Referringto FIGS. 6A to 6D, the battery palette
90 is seated on the support plate 42 of the clamping jig
40 by the loading-unloading module 30. In this case, a
lower surface of the battery palette 90 is seated on the
support pad 43 of the support plate 42. Therefore, the
position of the battery palette 90 in the upward/downward
directionis accurately set. Further, the support protrusion
44 of the support plate 42 is inserted into the support hole
91 of the battery palette 90 when the battery palette 90
is seated on the support plate 42. Therefore, the position
of the battery palette 90 in the forward/rearward direction
and the leftward/rightward direction is accurately set (see
FIG. BA).

[0078] Whenthebattery palette 90is accurately seated
on the support plate 42, the welding object is supported
on the front and rear surfaces of the battery module as-
sembly by the first pressing jigs 45 (see FIG. 6B). Further,
the battery palette 90 is fixedly supported on the support
plate 42 by the back-up jigs 47 (see FIG. 6C). Thereatfter,
the welding object is supported on the left and right sur-
faces of the battery module assembly by the second
pressing jigs 46 (see FIG. 6D).

[0079] Because the welding object is clamped in a
lump on the welding portion of the battery module as-
sembly by the clamping jig 40 as described above, it is
possible to reduce the cycle time of the welding process
and ensure uniform welding quality.

[0080] Hereinafter, a method of welding a battery mod-
ule assembly according to the embodiment of the present
invention will be described in detail with reference to the
accompanying drawings.

[0081] FIG. 7 is a flowchart for explaining a method of
welding a battery module assembly according to the em-
bodiment of the present invention.

[0082] Referring to FIG. 7, the controller 100 uses the
detection unit 110 and collects the state information of
the battery module assembly, the state information of the
welder 81, the state information of the welding robot 80,
and the state information of the auxiliary conveyor 20
(S10).

[0083] The controller 100 determines whether the
welders 81 and the welding robots 80 provided on the
auxiliary conveyors 20 are normal (S20).

[0084] When the welders 81 and the welding robots 80
are normal in step S20, the controller 100 instructs the
two welding robots 80 to perform welding on the battery
module assemblies (S21).

[0085] The controller 100 determines whether the two
auxiliary conveyors 20 are normal (S30).

[0086] When both the two auxiliary conveyors 20 are
normal in step S30, the controller 100 performs welding
on the battery module assemblies on both the auxiliary
conveyors 20 by using the normal welders 81 and the
normal welding robots 80 (S31).

[0087] That is, the controller 100 allows the loading-
unloading module 30 to seat the battery palettes 90, on
which the battery module assemblies being conveyed
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along the main conveyor 10 are seated, on the clamping
jigs 40 of the auxiliary conveyors 20. The controller 100
allows the clamping jig 40 to temporarily support the weld-
ing object by pressing the welding object against the
welding portion of the battery module assembly. Further,
the controller 100 allows the two welding robots 80 to
perform welding on the battery module assemblies seat-
ed on the clamping jigs 40 of the auxiliary conveyors 20.
In this case, because the welding is performed on the
battery module assemblies by the two welding robots 80,
itis possible to reduce the cycle time of the welding proc-
ess.

[0088] In step S30, when any one of the two auxiliary
conveyors 20 (e.g., the first auxiliary conveyor 20) is ab-
normal, the controller 100 performs welding on the bat-
tery module assembly on the normal auxiliary conveyor
20 (S33).

[0089] That is, the controller 100 allows the loading-
unloading module 30 to seat the battery palettes 90, on
which the battery module assemblies being conveyed
along the main conveyor 10 are seated, on the clamping
jig 40 of the other auxiliary conveyor 20 (e.g., the second
auxiliary conveyor 20). The controller 100 allows the
clamping jig 40 to temporarily support the welding object
by pressing the welding object against the welding por-
tion of the battery module assembly. The controller 100
allows the welding robot 80 to weld the welding object to
the battery module assembly seated on the clamping jig
40 of the auxiliary conveyor 20.

[0090] As described above, when any one of the two
auxiliary conveyors 20 is being broken down or repaired
and thus in an abnormal state, the other auxiliary con-
veyor 20 performs the welding process on the battery
module assembly, which makes it possible to increase
an operation rate of a welding line.

[0091] Meanwhile, when any one of the two welding
robots 80 or any one of the two welders 81 is abnormal
in step S20, the controller 100 determines whether the
auxiliary conveyor 20 disposed adjacent to the other
welding robot 80 is normal (S40).

[0092] If the auxiliary conveyor 20 disposed adjacent
to the other welding robot 80 is abnormal, the controller
100 stops the process without performing the welding
process on the battery module assembly.

[0093] When the auxiliary conveyor 20 disposed adja-
cent to the other welding robot 80 is normal in step S40,
the controller 100 performs welding on the battery mod-
ule assembly on the auxiliary conveyor 20 disposed ad-
jacent to the normal welder 81 and the normal welding
robot 80 (S41).

[0094] That is, the controller 100 allows the loading-
unloading module 30 to seat the battery palettes 90, on
which the battery module assemblies being conveyed
along the main conveyor 10 are seated, on the clamping
jig 40 of the auxiliary conveyor 20 disposed adjacent to
the normal welding robot 80. The controller 100 allows
the clamping jig 40 to temporarily support the welding
object by pressing the welding object against the welding
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portion of the battery module assembly. Further, the con-
troller 100 allows the single welding robot 80 to perform
welding on the battery module assembly seated on the
clamping jig 40 of the auxiliary conveyor 20.

[0095] According to the welding system and the weld-
ing method using the same according to the embodiment
of the present invention described above, the welding
objects are welded to the battery module assemblies by
the two auxiliary conveyors 20 disposed in parallel and
the two welding robots 80 disposed adjacent to the two
auxiliary conveyors 20. Therefore, itis possible to reduce
the cycle time required for the process of welding the
battery module assembly.

[0096] In addition, when any one of the two auxiliary
conveyors 20 is abnormal (e.g., when the auxiliary con-
veyor is being broken down, repaired, and/or cleaned),
the welding process may be performed on the battery
module assembly by the other auxiliary conveyor 20,
which makes it possible to increase an operation rate of
the entire welding system.

[0097] Likewise, when any one of the two welding ro-
bots 80 (or the two welders 81) is abnormal (e.g., when
the welding robot 80 is broken down), the welding proc-
ess may be performed on the battery module assembly
by the other welding robot 80, which makes it possible
toincrease an operationrate of the entire welding system.
[0098] Because the welding object is supported in a
lump on the battery module assembly by the clamping
jig 40, itis possible to reduce the cycle time of the welding
process and ensure uniform welding quality.

[0099] While the example has been above described
in which the welding system according to the embodi-
ment of the present invention is applied to the process
of welding the battery module assembly, the protection
scope of the present invention is not limited thereto. As
necessary, the welding system according to the embod-
iment of the present invention may be applied to a proc-
ess of welding a stator of a hairpin motor.

[0100] While the embodiments ofthe presentinvention
have been described above, the present invention is not
limited thereto, and various modifications can be made
and carried out within the scope of the claims.

<Description of symbols>
[0101]

1: Battery pack assembly
10: Main conveyor

20: Auxiliary conveyor
21: Drive unit

23: Lead screw

25: LM guide

30: Loading-unloading module
40: Clamping jig

41: Movable plate

42: Support plate

43: Support pad
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Claims

1.

44:
45:
46:
47:
60:
70:
80:
81:
83:
85:
90:
91:
93:

14

Support protrusion
First pressing jig
Second pressing jig
Back-up jig

Suction module
Saltwater container
Welding robot
Welder

Oscillator

Chiller

Battery palette
Support hole
Back-up hole

100: Controller
110: Detection unit

A welding system comprising:

a main conveyor (10) configured to convey a
battery palette (90) on which a battery module
assembly (BMA) is mounted;

at least two auxiliary conveyors (20) disposed
in parallel with the main conveyor (10);

a loading-unloading module (30) configured to
transfer the battery palette (90) to the auxiliary
conveyor (20) and/or transfer the battery palette
(90) from the auxiliary conveyor (20) to the main
conveyor (10);

clamping jigs (40) on which the battery palettes
(90) are seated whereby a welding process can
be performed on the auxiliary conveyors (20);
and

at least two welding robots (80) configured to
weld the battery module assemblies (BMA)
seated on the at least two auxiliary conveyors
(20).

The welding system of claim 1, wherein the loading-
unloading module (30) is configured to transfer the
battery palette (90), which is conveyed along the
main conveyor (10), to the auxiliary conveyor (20)
and/or transfer the battery palette (90), which is com-
pletely subjected to the preset welding process, from
the auxiliary conveyor (20) to the main conveyor (10).

The welding system of claim 1 or 2, wherein the aux-
iliary conveyor (20) comprises:

a drive unit (21) configured to generate power;
a lead screw (23) connected to a rotary shaft of
the drive unit (21) and gear-coupled to the bat-
tery palette (90); and

an LM guide configured to guide the clamping

Jig (40).
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The welding system of one of claims 1-3, wherein
the clamping jig (40) comprises:

a support plate (42) on which the battery palette
(90) is seated;

a first pressing jig (45) configured to press, in a
first direction, a welding object against the bat-
tery module assembly (BMA) seated on the sup-
port plate (42);

a second pressing jig (46) configured to press,
in a second direction, another welding object
against the battery module assembly (MBA)
seated on the support plate (42); and

a back-up jig (47) configured to fix, in a third
direction, the battery palette (90) seated on the
support plate (42).

The welding system of claim 4, wherein the support
plate (42) comprises a support pad (43) and a sup-
port protrusion (44) that set a direction and a position
of the battery palette (90).

The welding system of claim 4 or 5, further compris-
ing:

a suction module (60) provided on the clamping jig
(40) and configured to remove fume or spatters pro-
duced by the welding process.

The welding system of one of claims 1-6, further com-
prising:

a saltwater container (70) configured to extinguish a
fire on the battery module assembly (BMA) by means
of the loading-unloading module (30) when a tem-
perature of the battery module assembly (BMA) is a
preset temperature or higher or when a fire occurs
on the battery module assembly (BMA).

The welding system of one of claims 1-7, wherein:
when any one of the at least two auxiliary conveyors
(20) is abnormal, a welding process is performed on
the battery module assembly (BMA) by the other
auxiliary conveyor (20).

The welding system of claim 8, wherein:

the two welding robots (80) perform the welding proc-
ess on the battery module assembly (BMA) loaded
onto the other auxiliary conveyor (20).

The welding system of one of claims 1-9, wherein:
when any one of the at least two welding robots (80)
is abnormal, a welding process is performed on the
battery module assembly (BMA) by the other welding
robot (80).

A welding method using the welding system accord-
ing to one of claims 1-10, the welding method com-
prising:
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12.

13.

14.

15.

determining whether the welding robot (80) is
normal;

determining whether the auxiliary conveyor (20)
is normal; and

welding the battery module assembly (BMA) by
using the welding robot (80) and the auxiliary
conveyor (20) based on a state of the welding
robot (80) and a state of the auxiliary conveyor
(20).

The welding method of claim 11, wherein:

when the at least two welding robots (80) and the at
least two auxiliary conveyors (20) are normal, the
battery module assemblies (BMA) on the at least two
auxiliary conveyors (20) are welded.

The welding method of claim 11 or 12, wherein:
when the at least two welding robots (80) are normal
and any one of the at least two auxiliary conveyors
(20) is abnormal, the normal two welding robots (80)
weld the battery module assemblies (BMA) on the
normal auxiliary conveyor (20).

The welding method of one of claims 11-13, further
comprising:

determining whether the auxiliary conveyor (20) dis-
posed adjacent to the normal welding robot (80) is
normal when any one of the at least two welding
robots (80) is abnormal.

The welding method of claim 14, wherein:

when the auxiliary conveyor (20) disposed adjacent
tothe normal welding robot (80) is normal, the normal
welding robot (80) welds the battery module assem-
bly (BMA) on the normal auxiliary conveyor (20).

Patentanspriiche

1.

Schweilisystem, aufweisend:

einen Hauptférderer (10), derkonfiguriertist, um
eine Batteriepalette (90) zu beférdern, auf der
eine Batteriemodulbaugruppe (BMA) montiert
ist,

mindestens zwei Hilfsférderer (20), die parallel
zu dem Hauptférderer (10) angeordnet sind,
ein Lade-Entlademodul (30), das konfiguriert ist,
um die Batteriepalette (90) zum Hilfsférderer
(20) zu Ubertragen und/oder die Batteriepalette
(90) vom Hilfsférderer (20) zum Hauptférderer
(10) zu Ubertragen,

Spanneinrichtungen (40), auf die die Batterie-
paletten (90) gesetzt sind, wodurch ein
Schweilvorgang auf den Hilfsférderern (20)
durchgefiihrt werden kann, und

mindestens zwei Schweillroboter (80), die kon-
figuriert sind, um die Batteriemodulbaugruppen
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(BMA) zu schweilRen, die auf die mindestens
zwei Hilfsférderer (20) gesetzt sind.

Schweilisystem gemal Anspruch 1, wobei das La-
de-Entlademodul (30) konfiguriert ist, um die Batte-
riepalette (90), die entlang des Hauptférderers (10)
beférdert wird, an den Hilfsférderer (20) zu Gbertra-
gen und/oder die Batteriepalette (90), die vollstandig
dem voreingestellten Schweilvorgang unterzogen
wird, vom Hilfsférderer (20) zum Hauptférderer (10)
zu Ubertragen.

Schweilisystem gemal Anspruch 1 oder 2, wobei
der Hilfsférderer (20) aufweist:

eine Antriebseinheit (21), die konfiguriertist, um
Leistung zu erzeugen,

eine Leitspindel (23), die miteiner Drehwelle der
Antriebseinheit (21) verbunden ist und mit der
Batteriepalette (90) getriebeverbunden ist, und
eine LM-Fihrung, die konfiguriert ist, um die
Spanneinrichtung (40) zu fihren.

4. Schweillsystem gemaR einem der Anspriiche 1 bis

3, wobei die Spanneinrichtung (40) aufweist:

eine Stutzplatte (42), auf die die Batteriepalette
(90) gesetzt ist,

eine erste Pressvorrichtung (45), die konfiguriert
ist, um ein SchweilRobjekt in einer ersten Rich-
tung gegen die auf die Stltzplatte (42) gesetzte
Batteriemodulbaugruppe (BMA) zu pressen,
eine zweite Pressvorrichtung (46), die konfigu-
riert ist, um ein anderes Schweil3objekt in einer
zweiten Richtung gegen die auf die Stitzplatte
(42) gesetzte Batteriemodulbaugruppe (MBA)
zu pressen, und

eine Sicherungsvorrichtung (47), die konfigu-
riert ist, um in einer dritten Richtung die auf die
Stltzplatte (42) gesetzte Batteriepalette (90) zu
fixieren.

Schweiltsystem gemaR Anspruch 4, wobei die
Stltzplatte (42) ein Stltzpad (43) und einen Stitz-
vorsprung (44) aufweist, die eine Richtung und eine
Position der Batteriepalette (90) festlegen.

Schweilisystem gemal Anspruch 4 oder 5, ferner
aufweisend:

ein Saugmodul (60), das an der Spanneinrichtung
(40) vorgesehen ist und konfiguriert ist, um Rauch
oder Spritzer zu entfernen, die durch den
Schweiltvorgang erzeugt werden.

Schweilisystem gemal einem der Anspriiche 1 bis
6, ferner aufweisend:

einen Salzwasserbehalter (70), der konfiguriert ist,
umein Feuer an der Batteriemodulbaugruppe (BMA)
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10

10.

1.

12.

13.

14.

mittels des Lade-Entlademoduls (30) zu I6schen,
wenn eine Temperatur der Batteriemodulbaugruppe
(BMA) eine vorbestimmte Temperatur oder héher ist
oder wenn ein Feuer an der Batteriemodulbaugrup-
pe (BMA) auftritt.

Schweilisystem gemaR einem der Anspriiche 1 bis
7, wobei:

wenn irgendeiner der mindestens zwei Hilfsférderer
(20) nicht normalist, ein Schweillvorgang an der Bat-
teriemodulbaugruppe (BMA) durch den anderen
Hilfsférderer (20) durchgefiihrt wird.

Schweilisystem gemafl Anspruch 8, wobei:

die beiden Schweiliroboter (80) den Schweildvor-
gang an der Batteriemodulbaugruppe (BMA) durch-
fihren, die auf den anderen Hilfsférderer (20) gela-
den ist.

Schweilisystem gemaR einem der Anspriiche 1 bis
9, wobei:

wenn irgendeiner der mindestens zwei Schweifro-
boter (80) nicht normal ist, ein Schweillvorgang an
der Batteriemodulbaugruppe (BMA) durch den an-
deren SchweilRroboter (80) durchgefiihrt wird.

Schweiltverfahren mittels des Schweil3systems ge-
mafl einem der Anspriiche 1 bis 10, wobei das
Schweiltverfahren aufweist:

Ermitteln, ob der Schweilroboter (80) normal
ist,

Ermitteln, ob der Hilfsférderer (20) normal ist,
und

Schweilten der Batteriemodulbaugruppe (BMA)
mittels des Schweilroboters (80) und des Hilfs-
forderers (20) basierend auf einem Zustand des
Schweiliroboters (80) und einem Zustand des
Hilfsférderers (20).

Schweillverfahren gemal Anspruch 11, wobei:
wenn die mindestens zwei SchweilRroboter (80) und
die mindestens zwei Hilfsférderer (20) normal sind,
die Batteriemodulbaugruppen (BMA) auf den min-
destens zwei Hilfsférderern (20) geschweildt wer-
den.

Schweiltverfahren gema Anspruch 11 oder 12, wo-
bei:

wenn die mindestens zwei Schweiliroboter (80) nor-
mal sind und irgendeiner der mindestens zwei Hilfs-
forderer (20) nicht normal ist, die normalen zwei
Schweiliroboter (80) die Batteriemodulbaugruppen
(BMA) auf dem normalen Hilfsférderer (20) schwei-
Ren.

Schweiltverfahren gemaR einem der Anspriiche 11
bis 13, ferner aufweisend:
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Ermitteln, ob der benachbart zu dem normalen
Schweiliroboter (80) angeordnete Hilfsférderer (20)
normal ist, wenn irgendeiner der mindestens zwei
Schweiliroboter (80) nicht normal ist.

Schweiltverfahren gemal Anspruch 14, wobei:
wenn der benachbart zum normalen SchweilRrobo-
ter (80) angeordnete Hilfsférderer (20) normal ist,
der normale Schweil3roboter (80) die Batteriemodul-
baugruppe (BMA) auf dem normalen Hilfsférderer
(20) schweildt.

Revendications

1.

Systeme de soudage, comprenant :

un convoyeur principal (10) configuré pour
transporter une palette de batterie (90) sur la-
quelle estmonté un ensemble de module de bat-
terie (BMA) ;

au moins deux convoyeurs auxiliaires (20) dis-
posés en paralléle avec le convoyeur principal
(10);

un module de chargement-déchargement (30)
configuré pour transférer la palette de batterie
(90) vers le convoyeur auxiliaire (20) et/ou trans-
férer la palette de batterie (90) du convoyeur
auxiliaire (20) vers le convoyeur principal (10) ;
des dispositifs de serrage (40) sur lesquels les
palettes de batterie (90) sont placées, ce qui per-
met d’effectuer un processus de soudage sur
les convoyeurs auxiliaires (20) ; et

au moins deux robots de soudage (80) configu-
rés pour souder les ensembles de module de
batterie (BMA) placés sur les au moins deux
convoyeurs auxiliaires (20).

Systeme de soudage selon la revendication 1, dans
lequel le module de chargement-déchargement (30)
est configuré pour transférer la palette de batterie
(90), qui est transportée le long du convoyeur prin-
cipal (10), vers le convoyeur auxiliaire (20) et/ou
transférer la palette de batterie (90), qui est entiére-
ment soumise au processus de soudage prédéfini,
du convoyeur auxiliaire (10) vers le convoyeur prin-
cipal (10).

Systeme de soudage selon la revendication 1 ou 2,
dans lequel le convoyeur auxiliaire (20) comprend :

une unité d’entrainement (21) configurée pour
générer de la puissance ;

une vis-mere (23) reliée a un arbre rotatif de
'unité d’entrainement (21) et couplée par en-
grenage a la palette de batterie (90) ; et

un guide LM configuré pour guider le dispositif
de serrage (40).
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1"

4. Systeme de soudage selon I'une des revendications

1 a 3, dans lequel le dispositif de serrage (40)
comprend :

une plaque de support (42) sur laquelle est po-
sée la palette de batterie (90) ;

un premier dispositif de pressage (45) configuré
pour presser, dans une premiére direction, un
objet de soudage contre 'ensemble de module
de batterie (BMA) posé surla plaque de support
(42);

un deuxieme dispositif de pressage (46) confi-
guré pour presser, dans une deuxiéme direc-
tion, un autre objet de soudage contre I'ensem-
ble de module de batterie (MBA) posé sur la
plaque de support (42) ; et

un dispositif de sécurisation (47) configuré pour
fixer, dans une troisieme direction, la palette de
batterie (90) posée surla plaque de support (42).

Systeme de soudage selon la revendication 4, dans
lequel la plaque de support (42) comprend un tam-
pon de support (43) et une saillie de support (44) qui
fixent une direction et une position de la palette de
batterie (90).

Systeme de soudage selon la revendication 4 ou 5,
comprenant en outre :

un module d’aspiration (60) prévu sur le dispositif de
serrage (40) et configuré pour éliminer des fumées
ou des éclaboussures produites par le processus de
soudage.

Systeme de soudage selon I'une des revendications
1 a 6, comprenant en outre :

un réservoir d’eau salée (70) configuré pour éteindre
un incendie sur I'ensemble de module de batterie
(BMA) au moyen du module de chargement-déchar-
gement (30) lorsqu’une température de 'ensemble
de module de batterie (BMA) est une température
prédéfinie ou supérieure ou lorsqu’un incendie se
produit sur 'ensemble de module de batterie (BMA).

Systeme de soudage selon I'une des revendications
1a7,dans lequel :

lorsque I'un quelconque des au moins deux con-
voyeurs auxiliaires (20) est anormal, un processus
de soudage est effectué sur 'ensemble de module
de batterie (BMA) par I'autre convoyeur auxiliaire
(20).

Systeme de soudage selon la revendication 8, dans
lequel :
les deux robots de soudage (80) effectuent le pro-
cessus de soudage sur 'ensemble de module de
batterie (BMA) chargé sur I'autre convoyeur auxiliai-
re (20).
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Systeme de soudage selon I'une des revendications
1a9, dans lequel :

lorsque 'un quelconque des au moins deux robots
de soudage (80) est anormal, un processus de sou-
dage est effectué sur 'ensemble de module de bat-
terie (BMA) par I'autre robot de soudage (80).

Procédé de soudage utilisantle systéeme de soudage
selon 'une des revendications 1 a 10, le procédé de
soudage comprenant :

déterminer si le robot de soudage (80) est
normal ;

déterminer si le convoyeur auxiliaire (20) est
normal ; et

souder I'ensemble de module de batterie (BMA)
en utilisant le robot de soudage (80) et le con-
voyeur auxiliaire (20) en fonction d'un état du
robot de soudage (80) et d’un état du convoyeur
auxiliaire (20).

Procédé de soudage selon la revendication 11, dans
lequel :

lorsque les au moins deux robots de soudage (80)
etles au moins deux convoyeurs auxiliaires (20) sont
normaux, les ensembles de module de batterie
(BMA) sur les au moins deux convoyeurs auxiliaires
(20) sont soudés.

Procédé de soudage selon la revendication 11 ou
12, dans lequel :

lorsque les au moins deux robots de soudage (80)
sont normaux et que I'un quelconque des au moins
deux convoyeurs auxiliaires (20) est anormal, les
deux robots de soudage normaux (80) soudent les
ensembles de module de batterie (BMA) sur le con-
voyeur auxiliaire (20) normal.

Procédé de soudage selon I'une des revendications
11 a 13, comprenant en outre :

déterminer si le convoyeur auxiliaire (20) disposé
adjacentaurobotde soudage (80) normal est normal
lorsque 'un quelconque des au moins deux robots
de soudage (80) est anormal.

Procédé de soudage selon la revendication 14, dans
lequel :

lorsque le convoyeur auxiliaire (20) disposé adjacent
aurobot de soudage (80) normal est normal, le robot
de soudage (80) normal soude I'ensemble de mo-
dule de batterie (BMA) sur le convoyeur aucxiliaire
(20) normal.
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FIG. 2
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FIG. 5
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FIG. 6A
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FIG. 6B
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FIG. 6C
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FIG. 6D
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