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Research on the Standardization of the Spraying Distance Setting of the
Spraying Robot

LI Lei, GAN Zheng—sheng, GAO Wen—hua
(Chery Automobile Co., Ltd., Wuhu 241000, Anhui, China)

Abstract: The article introduces the calculation process of automatic tracking of spraying starting distance
by robots in the automotive and automotive parts painting workshop, elaborates on the logical relationship
between it and the process data of the painting workshop, analyzes the impact of robot starting distance
on workpiece spraying, and confirms that the starting distance can be calculated and reasonably set before
program development through offline simulation and comparative simulation testing, provided relevant
reference ideas for paint robot program developers. In order to solve the problem of empirical dependence
on the setting of spraying distance in the collinear spraying scenario of multiple models, a standardized
calculation method based on the logical relationship of process parameters was proposed. Through the fusion
of offline simulation and multiple sets of comparative tests, the influence of spraying distance on spraying
efficiency and robot motion stability was quantitatively analyzed, and the universality of the method was
verified by combining with the actual production line data, which provided theoretical support for the
intelligent upgrading of the painting workshop.
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