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Problems and Optimization of Bus Body Welding and Assembling Processes
HUANG Feirong, SONG Haiquan, HU Ling, HU Li, ZHAO Meng
(BYD Auto Co., Ltd., Shenzhen 518118, China)
Abstract ; Aiming to the current problems existing in the body welding and assembly technologies during bus

manufacturing processes, the authors deeply analyze the reasons for the framework welding deformation and

the poor skin flatness, and propose the optimization measures.
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