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[ ABSTRACT]

designed and developed to produce igniter of the electronic detonator. Welding of charge head and control module, welding

To solve the production efficiency of electronic detonator, an automatic welding and test machine was

of wire and control module, automatic detection of charge head and electric igniter were studied when the welding quantity
was assured. Results show that the four-point ( charge head and control module, wire and control module) simultaneous
soldering technology is stable and reliable, welding quality is better; After welding, simultaneous test of ten electronic

igniter test was stable and reliable, and the detection efficiency was greatly improved. Operation of this machine is stable

and reliable with high efficiency, and it can complete 500 rounds per hour.
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Fig. 1 Process flow for automatic welding

and test of electronic igniter
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Fig.2  Structure of automatic welding and test machine
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Fig.3 Deliver system of charge head
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Fig.4 Shearing and test system of charge head
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Fig.5 Fixture structure of automatic welding and test
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Fig.6  Schematic diagram of automatic welding system
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Tab. 1

temperature and pressure holding time of tin

Relationship between welding head

sending and welding

JFSLIRRE/C kBntE/s  BRREHE s BEHR]/s
320 4.3 2.2 6.5
340 3.6 2.5 6.1
360 3.1 2.7 5.8
370 2.7 2.8 5.5
380 2.4 2.9 5.3
390 2.3 3.0 5.3
400 2.0 3.4 5.4

2.4 HhENAE

W 7, A SIS H 24 Sk LR (CRiTHE) |
JAVZEAAHLAS (J5HE) A, 25 3 ML 445 He
SHU | LN s sh U R e 7E L L R EH LA,
Tz s 2 KGR, BB A SR AT L s
gl TESEAT 243k B B B AL T BREF L
PTG (o 5 P A e i Th 2k, BRI 2 AL A
AL R EAU A L R 8 SpLA D R 2B e 3 A4
FIHLI, T s sh Bl 52 SUGr s, REaS AT shiRkEr L
¥ LR iE g, 7 TAERE R P T | 51 e B

1 - 253 R BHIAE ;2 - L FiEsh A
3 - LRI R EHIM ;4 - FFiEshREL,
E7 AR EE

Fig.7 Schematic diagram of automatic test system
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Fig.8 Schematic diagram of non-conforming marking system
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