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Abstract: To ensure the calculation depth of the weld seam, reduce the heat input and improve the welding
speed, a double—wire MUP welding method was developed for robot double—wire welding of the heavy truck axle. 4
welding control modes were developed, which were analyzed and compared in aspects of arc stability, heat input
and waveform control. Mode 1 is front welding wire pulse welding plus rear wire Mixed Up Pulse (MUP)
welding, Mode 2 is front wire MUP welding plus rear wire pure pulse welding, Mode 3 is MUP welding for
both front and rear wires, front wire pulse corresponds to rear wire pulse and front wire DC corresponds to rear
wire DC, mode 4 is MUP welding for both front and rear wires, front wire pulse corresponds to rear wire DC
and front wire DC corresponds to rear wire pulse. When welding the axle longitudinal seam V-shaped groove,
the use of Mode 1 can obtain consistent weld seam calculation depth, reduce the heat input, improve welding
speed and obtain graceful weld seam appearance; Mode 2 is more suitable for rapid welding of thin plates, the
use of Mode 3 can significantly reduce heat input to obtain graceful weld seam, improve arc stability and
welding speed when welding axle reinforcement ring and rear axle housing, and Mode 4 is suitable for the
welding of thick plate filling layer, which can stir the molten pool to promote rapid gas overflow and reduce the
tendency of porosity in the weld.

Key words: Double—wire, MUP, Front wire, Rear wire, Axle

B gLk B sl i e 45 WK sh 48, S 4
FAE AT, O AT AR T AR A e e Y
KBS i/ WS s It A e BB o B S A T 2 . A A BB RUR N &,
VEZ BN : 0752 (1986—) , 55, AR, W20, B9 1) e A 3k S A% Tl RGE IR el o
B Lk 3 AR
TR L MUP 324 HAR M 72 18P 69 R BF T[T 1A & T8 5404, 2023(12): 8-13.
SU L H. Research on the Application of Double-=Wire MUP Control Technologies in Bridge Shell Welding[J]. Automobile Technology & Material,
2023(12): 8-13.

1 B

[l




ALI- T R MUP 2 ) BA A o 174 09 5 R AT L -9 .

PRIV e S i s N | 8 R DS <
B TEARE T AR 77 i, R TR
R A B[], DRI 5 248 e RO . B S
B A 10 K R 30 745 o YR 1Y N ROk BRI B
MR R AR R D7s JREE T M LN H , 4R
4 KR 42 N DA B 22 SR P 470 A5 328 W 1) R B 3R AR
Pl M 20t AR O LR T R
R Tk, Hob X2 ik vh T 2 e A5 2
UG HR LA, A 2 A AT R Sy
— 2 R AR A A S B R AR R O R AR
o, TE X 22 T 836 Rl BEF XM IT & T W22 IR E
Jik # (Mix Up Pulse , MUP) % il T35, 3% Hod 14 4
PR AT T 3BT 6T L o

2 WMBEN A IRERE

AL AR R — 5 B IR B £ L RS
B Ak 2 A AR 22 . AR R0 P R AN ], W]
1R PR LR 22 R 22 2 B, AR R AL
e X EE, R AL 22 S R] 43 A7 Tandem 52 156 XN 22 F1 Twin-
sArc FFBE I 22 . 1T TwinsAre 45 ¥ () 322 , T R
FHIRABA AL, W I 0] i T4 L K, i i
HEE o Tandem 4514 1Y AL 22 PG A HE AR A5 B 37
P FLUR A AR B LI R L3R 24 B AR ST 4y
ST R, L A K e R 2 ) AR T
WAR , A 2 AR AR AT T 3 10 G
W E NN IR R R 2 . O IR L 22
HA HAr 0 i, W MU S A R e, 7
BER I ZE R LR

IR0 A5 R RS LA T e o & 2 AR
Tandem SR H: R G0, RGALHE 2 (5 BT 48
AL REfF RN RE L ERGRRLL 166
TN VXL M Je 2 86 . Rk
P & P9 300 738 KR ML 3 R S W s il B R, A kR
Y CEPSuR i
3 MUPREEILEHFE
3.1 HEZMUPHEH

MUP 5§ T3 S ki A i ik b 15 0 s oot W 45
AR D5 1, B AR B A AR e i i P Pk o R 5
TN AR AT , DAIK B R I I A | ik 4 1

B AR R 1 H A, BB R LA 1,

AR e B VR B %5 1

AB HLJAA
E1 BZMUPRBREIEEETE
P17 A AR, ¥ Sl A kel
TG, 51 e T 222 Dy 48 0K 22 31 48 4
FOME I A, DR G U RE 1 SEE s s ] 3 P ] 81 3%
Ja VI O B L LI o e IR S O B o
23 WLAE S0 A Tk el Y55 B R B r U S AR
BB ERGOR, RRERSHSE LR

R1 MUPILEEHIFESH

SR RRINAL w/ME R TR

A ke iRt/ A 30 500 1

A ke /v 50 500 0.1
B B HLT/A 30 500 1

B B RV 5.0 50.0 0.1

MUP 5 {4514 /Hz 0.1 9.9 0.1
B HLIAL o5 %5 Lh/% 10 90 1
AB FHL i S2E s BTG [ /ms 0 300 1
Joh ELR VI 0 /m - min® =50 50 1
BTk B /m e min® =50 50 1

32 WZ£MUPEH

TEFLLZ MUP T ik #E I Lt bk —B TP & T
W22 MUP T3, 3022 MUP 43 by 4 Fpii X

RO 1 1 22 2l kw2 ], IS 22 R i MUP 42 1]
Tk IR R mE 2 iR, mE 2 mAL HTZ 2
o U AE LU L R R B AT BEAT Dk AR L S 22 TR
JEAB LI 5 A T RS, T2 %]
IR, I8 WA It 5 LS 22519, LAB 14 3 A 5K
BEAT G 22 Z B T4 5 R WK, 5 223k A F 0845
J& A IR AT AB LR A DI 4, 52 MUP T 45
Hz , ] AR S B R EE B LI o A5 LU R AB HL A B4 45
R4 B HE A BCIIR 25 i kb 322 oA
FEHEAT AB LU M D04 o AR I BEak 22 3 1R 0
BT NCT; 28 F2 A5 e % 22 R B O W B3k 22 38 %
H AR 1K 22 R B AR 0, 3X 2 B B Ok 4
Fre R e, N UEAT AB HL PV e, A4t P bk o
S

B 22 i 22 MUP KR 45510 T, 5 22 ik o g



- 10 -

AR IL 544

%124

Pk OB R AN E 3 R

B2 SR 1 PR, B 227 e
PEAT AB HL I Y D)5, 7B SRS B B A P ik e A5
#7750,

B 32 i S5 22 9 R I MUP #5782 T35, mir 22 ik
PR IS 22 o K rh R 22 ELRAR R S 22 4B
FLRARE, WOE R AN 4 s

B3 T2 MG 28 T B HEETR,
TRIEAT AB HL T VI , A IS 22 AB H Ui 1) A 3 )
B AL A o 23 HE 52 22 P 1 O 5 AT 22 AR 1 — B
T 22 2R FH A T i 65 2 v D IR J 22 R T A ik o A 4
LI, B 22 V)4 D B B IR 45 L U e 22 R
DI BLAUAR U, AR B IR AR P ANt R
5o MU SCH IR S 5, 1S 22 AU
W Bz, Yl Bk ook 122 07 5K

B 4 {5 22 35K H) MUP S5 Tk, T2 ik

23 AR B Bt

Wi B |

PR 5 22y BORAR 2 | T 24 HO R R T 22 R ik
PAREE R BANE S iR . A4 53 A
oL, 2R 22 A 22 #B AT AR AR, A AT
AB LB I, BE R S 22 AB HL R A9 45 R B B A
DTN SRRl B A 124 81 5 2 47 S = G ]
22 A ik R TR S 22 R A B AR LR
T 22 V)5 Ry B T I A5 422 P I S 22 A B B DD 48k, 1t
B I 22 5% K 4 P I, S R e R v
VR . YU B G M5 5 )5 L TS 223F A
WK Bt , Y046 Ry ok vp 4542 05 =X

SRR 2235 0 Bk b AR EL, T 4 Ry
AT B, PR A AN TR R B L BRI T F 9K
Xof BEAF B BB o IOk e PO T A R 4
J& U 7 Ik it 4 5 B e 4 ) R A T U 48
% 22 R PEAD RS AR AL BB T, TR
Bty AR 1AL A i)

22 IR B B

-
5 ﬂﬂﬂjUU\ﬁMWﬁﬁmmﬂﬂﬁﬁ%%ﬁ C BN ﬂfUUlﬂﬂﬂJUUX
- ‘5 AB LR | o
R 24T A b B R AR B R AT B
0 6] /ms
2 X1 PPPSEXZEHKERE
Atz g B LA S PR U LB
) o AB U B
| Wil B W22 ARy B AT S B
M\‘:'
5 AL | IR e B 5 24 TSP B JR 2L Be
0 18] /ms
3 &K 2 PPSPIEREFIKERERE
ﬂﬂﬂjuuxﬂmwwm%ﬁﬂﬁﬁﬁﬁﬁﬁ LB I ﬂﬂqu\ﬂﬂﬂfU\
. - : AB LTS | i
=< il 225 | e B B B Fre2 I B H LI AR B2 B Bt
5 ﬂﬂﬂﬂﬂﬂﬁfm@ﬁ@mfﬁﬁﬁﬁ%ﬁ. ;amma%meUUUUUUUU\
! AB HL#R |
LT I e LR B HHLE LG B

0

5[] /ms

E4 1% 3 PPSSIERZHIRFTE



ALI- T R MUP 32 ) BA A o 174 F 09 5 R AT L <11 -

okt ol gy B LA 5 HL

=

| B s

T

AB HLSI

225 [ HIES B B il 22 R B

BT 22 IR 2 B

HLI/A

ATkl i B ELLA L

AL

AB IR

225 I eI B JG L2 I B

J 2R B B

I ] /ms

5 4 PSPS MR TE

4 EFSERE

HEIT A B9 XL 22 MUP 15 4247 AR B ASE T ik
Rl b BEAT I R, 20 A AR e o) O O 4
FHE R @Gﬂfﬂ‘jﬂ}#%ﬁt%\”

E6 FHEEAWTSE
Wy FARGEE R I 14 mm, 60° VBB O,
2 mm Bl AREETHRL TR B AL T AR 70% , KR 4%
Yo EER T 14 mm, J5AH 22 T 2R ATIR H A

T KR 3 UK, O W22 A5 S AU — R AT
R JG 2235 0 ok o KBz i, SRR A, KR4 U i
LA AR AL PR R AT ik P A A
e AEAE AU IR

SR 1 4 T A3 Il X A5 32 A NG i i Pl 3
TEARLE HEA TR , A3 6T L XL 22 MUP 4542 10k

1540 110F 20001 60
< = o = =
B =] ES 1
2 sl 2 10F F1000f 2 —a0Ll__ N
= g0F T a0b 500 =90

—460L  —gol ob 140

AB A IS F T eI, s U BRI LR

R A% UF . B MG-S1T B 4N IR 22, #4242
1.2 mm, 4K 82%Ar+18% CO,, Bl 5 22 J 1 S 50 It
MUP IS EE S MK 2 R 3R,

R2 EREFNEREAMRLEXSH

AL AR 3 B TR wﬁi/m. CEsSu
W PRIE R K i i3
A V.  mm Hz mm /Lemin” /m-min”
Hi
o 333 323 23 20
= 2 2.5 0.7
[&]
2 257 32 18 20

R3 YEEENFELMUPES TERXSHR

BHIE  BHE  MUPHIER (hzsik YRt
/A N /Hz 1% A /ms
i)
2 160 18.4 10
= 1 50
=
2 160 18.4 10

il 0 1 A4 20 3l AT 4Qﬂ#?§ﬂ5’»“
XHREEIOE B ICIRES R AR IS @ A R4 T 20 #r , Do
o R NG| | DS R TTE 22 DA FQQEEﬁ\E%EE,
T AT 22 L SRR S5 R T~ 10,

ool @f 15 wWMNMWHMWMHWM‘w

_MMMWJ-WHW

HTIE]/S

7 %31 PPPS#&EIREIE R &HAH



- 12 SRS AL

%124

2000F 60 15401

< 1500F . 10F _1od0p

D 1ooof B -40F B s40f

= |2 |F

= 500k = -90F 40
ob  -1a0l 460l

65 70 75 80 85 90 95
) /s

8 &2 PPSP&EIZERH R EHASR

N w uum

i \ , | NI

Wbt FE
4~ .0

I
» L FEHLALI

9.0 9.5 10.0 10.5

11.0 11.5 12.0 125

Asf ] /s

9 33 PPSSEAIEZHKH R EIHAR

1500 160 2000F 80
- . [ |
< 1000F . 60F _ 1500f —20
2 500F 2 -40F £ 1000F -
= |2 |§ _|F
oF © —140F 500F =220
-s00- 240" o~ -320™
15000  100F  2000[
< 1000F . SOF _ 1500F
2 500F £ 0f 21000F
ANEE
= oF T sof T so0f
-500-  -100"- o-

10 QLS w Mwmn«ﬂ# iy mm| ||||nw'm
» ""“"'”‘““Wm“"7"““‘%“{"" u,wmm JM u’

13.5 140 145 ]5‘0 15.5 16.0 16.5 ]7.0

A 1a]/s

10 &4 PSPSIERIZEEE R EHAR

A7 RS — 8 4 B 7 22 ok v 42 Pl TR
Uf, I 22 MUP “LyA$E 3l T i A5 4% 2 1 O A
st AL D R AR TR TR B R 98 S A R
SR, LI 1154555 2 A5 T 22 MUP 45 it — e A
BRI T AR S8 A R B B AR AT RIR
KB, ATV, R SOE 55 15 2288 R kA

PR X R R 225200 T ROE . B3l
S L BT R R BN — B (B Rk i EBLR
DI B SRS E PR 22 , OB G 2 AR . A4
SR 2 SRR TR IR LR BN Y AR EEA R —B,
FEALAINHG 3 A 4 R AR IR SE G A S ]
7~P10, £ G 3T b B 1 HE S SR



AR TSR MUP 32 B AR M IR P oy 2 AR - 13 -

E11 HeEBEaEaAR

T A n i P R R AR R R AL, AR G
06 T 5 P JEE B R 12 mm , M 22 SR MR 48 TR K
T2 mm, SE K F 10 mm, EEE TR EA/NT
8 mm , 42 KT 0.5 m/min , 7E PR UERE 322 5 Y
B2 T i AR 4 e, SR HTAR R4 D7 X0
SR B AR AR AT 4 RS EC I KR 3, 200 BT X L 2 AR 4
BEAEZRA51FT , 18E2 3 SR 4% O S A ot 3
RAGE Gy R AL . L A EAR A EE TN
SiR P KR AR (W AR A I, 2 )5 2200 MUP YA R 2
3 o AR 22 4 20 475 b T R IR P A i s A 4 A
o AL Y, 2 ARAC 12 3 K e i R A 1
BN, Y AR RN R IR A 3 B 53,
SR L 1 X finoie P kA7 AR 0 HE AT S A 21 BT, 48
BRI TR JRBETT IR R B S X AR ORI 12
s R e AR P 1 13 Ay o Bl A 4 O 78 22

13 In3REELEM T

5 4RIG
Tandem R 22 #5432 J& — Folr 1y T80 1o 280 1) 2 422

2, A DI R AR e A 7 R . AR A R R,

R A GE SR Y R R R

PR BT S AR AL, R R T 4 BB = WL 22

MUP i Tk

M5 22K F MUP Tk 45 il dE AT KR e i, AN g

AT 222 K T MUP T3k, 68 0k 35 S 48 P .

KR 22 B B AR TR BT e TR

FEAAL o R 4R AT AR XS L A AT, 4845

B, R B SR B 1 BRI 228

FH Ik s 5 22 48 F MUP #5886 SO e b &

T 5 YRR AR G AR 3 BIAT S 22 4R

MUP 45 il HHJS 22 [7] 2A Jik oh sl [] by B K 422 1) 54

R

SE 0k

[1] 557 J%. Tandem SUZZ S PRIEAR NI T L 5L L
JEHL, 2021, 51(6): 57-62.

[2] SCTC3E, B4, RIFUR, 55, ko i 22 MAG #5442 i ik
AR 56 R IR (1 52 (). K241, 2010, 31(9): 17-
20.

[3] A5, 2=, b, 2. W22 = R AICARE P et O B A
ZERIEALER])]. SR, 2019, 40(7): 31-36.

(4] WhJR, BESAE, THRiE, 45, L2 MIG X FRad I B 45
il S F 2000 R, 2012, 33(7): 21-24.

[5] UEYAMA T, OHNAWA T, YAMAZAKI K, et al. High—
speed welding of steel sheets by the tandem pulsed gas
metal arc welding system[J]. Transactions of JWRI, 2005,
34(1): 11-18.

(6] & [E B, #7452 T 2 Be SHORM). 25 2 iz Jb st Pk
Tk i AL, 2007.



