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Design of the Roller Clamp Robotic Assembly
System
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Abstract—Thiswork dealswith the design of the robotic assembly
system for the roller clamps. The task is characterized by high speed,
high yield and safety engagement. This paper describes the design of
different parts of an automated high speed machine to assemble the
parts of roller clamps. The roller clamp robotic assembly system
performs various processes in the assembly line which include clamp
body and roller feeding, inserting the roller into the clamp body, and
dividing the rejected clamp and successfully assembled clamp into
their own tray. The electrical/electronics design of the machine is
discussed. The target is to design a cost effective, minimum
maintenance and high speed machine for the industry applications.

Keywords—Machine design, assembly machine, roller clamp,
industry applications.

I. INTRODUCTION

ODAY manufacturing companies need to increase

efficiency and productivity in order to remain competitive.
Robotic assembly systems have evolved as solutions to counter
this challenge. To achieve this objective, the companies are
willing to invest monies and time in research and devel opment
of innovative and creative manufacturing machines or assembly
system. The potential benefits of robotic assembly systems are
reducing the cost of product, labor, and waste. Besides that, it
also increases the production quality, repeatability and work
safety. Automation processes are greatly applied in
manufacturing such as the semiconductor industry [1]-[3], food
industry [4], electronicsindustry [5], textile industry [6] and the
others.

A roller clamp is used for regulating the flow of fluids in
flexible tubing used for intravenous (1V) fluid administration to
apatient [7], [8]. It consists of mainly aclamp body and aroller
as shown in Fig. 1(a). Traditionally, the roller clamps are
assembled by human operators. The problems with human
operators are lower and inconsistent production rates, high risk
of product exposure to diseases, and long term working in this
area may cause unnecessary fingers injuries due to repeating
movements. The growing demand for roller clamp, accelerated
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time to market and shorter product life cycles have led to
increasing demands on assembly machine and concepts. In
order to meet these challenges, innovative approaches and
technologies are required. Human operators' involvement in
modern automatic manufacturing system should be minimized.
The performance of currently available automation techniques
is often insufficient. As a solution to this problem, the concept
of afully automated assembly system is proposed. Such systems
should also assist the human worker instead of replace him. The
robotic assembly system is mainly autonomous robots for
handling, assembly and controlled transport systems. The
innovated and custom designed manufacturing solutions are
needed. The main purpose of the assembly machine is to insert
theroller into the clamp body as shown in Fig 1(b).
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Fig. 1 Theroller clamp
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To start with the design, 8 main processes have been
identified as shown in Fig. 2. The first step will be feeding the
clamp body and roller to the robotic assembly system, thisisthe
loading stations. Secondly, the clamp body supply rail will
transfers the loaded body to the desired position and the body
pusher cylinder will push the clamp body to the holder jig. The
body pick and place module will then transfers the clamp body
totherotary turn table. Simultaneously, theroller will be loaded
to the desired position. The rotary turn table holding the jigs
with clamp body will then turn to transfer the clamp body to the
next position. Here the roller will be inserted into the body.
After that, the turn table will turn again. The unload pick and
place module will detects the unloaded clamp body and place it
into the reject bin. Lastly, the successfully assembled roller
clamp will be collected at the collector bin.
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Fig. 2 Block diagram showing the essential processes of roller clamp
assembly system

I1.ROBOTIC ASSEMBLY SYSTEM
The robotic assembly system must be designed carefully to
successfully achieve the manufacturing process discussed in the
previous section. Proper system design reduce the construction
cost, working area and the production cost of the overal
manufacturing process.

A.Loading Stations

At the two loading stations as shown in Fig. 3, the clamp
bodies and rollers are loaded simultaneously. Both the bowl
feeders come with sound enclosure and hopper is optional. The
clamp body bowl feeder will have the feed rate ranging from
100-120 pieces/min/track. The supply rail for the clamp body
only has 1 track. The roller bowl feeder has the feed rate of
40-50 pieces/min/track and its supply rail comes with 5 tracks.
The buffer sensor is installed at the supply rail to ensure the
continuous supply of clamp body.

Fig. 3 (left) Clamp body loading station (right) Roller loading station

B. Clamp Body Pick and Place Module

Fig. 4 showsthe clamp body pick & place module. Thelist of
components in this module includes the up/down cylinder,
pneumatic gripper, motorized rotator, body sensor, pusher
cylinder, and supply rail. The body present checking sensors at
the end of the supply rail are used to endure the body isin the
correct position before being pushed out by the body pusher
cylinder. The clamp bodies are pushed to the body holder jig.
The motorized rotator is used to ensure accuracy and
repeatability of the positioning. The clamp body will be
transferred to the body holder jig on the rotary turn table. The
individual controlled pneumatic gripper and pusher process
continuously without being affecting each other. Thismeansthe
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failure of one gripper or pusher will not affect the process of
another gripper or pusher. If any gripper or pusher fails to
performitstask for 3 times continuously, darmwill betriggered
to get the attentions of human operator to do the routine checks
on the gripper or pusher.

PICK & PLACE
UP/ DOWN
CYLINDER

PNEUMATIC

GRIPPER
BODY SUPPLY
RAIL
MOTORIZE
BODY PUSHER ROTATOR

CYLINDER

EODY PRESENT
SENSOR

Fig. 4 Clamp body pick and place module

C.Rotary Turn Table

Thediagramfor rotary turntableisshowninFig. 5. Thereare
4 rows of body holder jig which are fixed on the round plate.
The distance between each holder jig must be equal/uniform.
Holder jig in position 1 receives the clamp body from the body
pick and place module. It will then turn 90 degreesto position 2
where the roller is inserted into the clamp body. At position 3,
the clamp body will be picked up. At position 4 which is the
checking station, the sensor will work to ensure no clamp body
isleft inthe holder jig before the empty holder jig isturn back to
position 1.

Fig. 5 Rotary turn table

Aswe can see fromthe Fig. 5 the holder jig is mounted on the
rotary turn table to hold the clamp bodies. The holder jig design
is shown in Fig. 6. It is designed for easy replacement and
therefore reducing the maintenance cost. This is the part which
will have the most frequent contact which involves holding,
loading, and the unloading processes. The design of the holder
jigisshowninFig. 6.
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Fig. 6 Holder jig design

D.Roller Pick and Place Module

The diagram for roller pick & place module is shown is Fig.
7. The list of components in this module includes the buffer
sensor, supply rail, press cylinder, body sensor, roller sensor,
and supply cylinder. A buffer sensor installed on the supply rail
will ensure the roller is continuously supplied. Again in this
case, the roller supply are isolated which means individual
supply and press failure will not affect the others. However, if
one supply rail of roller press fails for 3 times continuously,
alarm will be triggered and routine checking will need to be
performed to identify the problems and solutions. The roller
pressforceisadjustable using the regulator controller. The body
present sensor will sense the presence of clamp body before the
roller is supplied through the roller press action. If the clamp
body is not sensed, the roller presswill not be triggered and the
roller will not be installed. Thisis crucia to prevent the roller
from falling onto the machine and cause other machine failures.
The roller in-position checking sensors are used to ensure that
theroller isfully inserted into the body.
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Fig. 7 Roller Pick and Place Module

E. Roller Clamp Unload Pick and Place Module

The unload pick and place moduleisshownin Fig. 8. Thelist
of components in this module includes the vertical cylinder,
horizontal cylinder, linear actuator, gripper, reject bin, and
collection bin. Here, the motorized linear actuator will provide
high speed, precision, repeatability and durability performance
for the horizontal cylinder. Again, the individual gripper is
made isolated, so each gripper is programmable to perform the
reject function. 2 collection bins are provided to ensure
continuous process when one of the binsisfull.

UNLOAD PICK & PLACE

VERTICAL CYLINDER
UNLOAD PICK & PLACE
HORIZONTAL CYLINDER

UNLOAD LINEAR
ACTUATOR

UNLOAD GRIPPER

RIGHT
COLLECT BIN

REJECT BIN
COLLECT BIN

Fig. 8 Roller clamp unload pick and place module

F.Overall Machine Design

The overall machine design is shown is Fig. 9. It has the
length of 1.7 m, width of 1.75 m and overall height of 1.75 m. It
is completed with the protective frame enclosure which can
ensure safe and clean operating environment for both the roller
clamp and the human operator. The alarm light tower isadded to
indicate the machine's working condition. The electrical and
electronics parts will be fixed in the space below the working
table. The detailed machine parts are clearly shown in Fig. 10.
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Fig. 9 Overall machine footprint
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Fig. 10 Detailed machine parts

I11. MACHINE ELECTRICAL DESIGN

Another important aspect in machine design is the machine
electrical design. Without the proper electrical and electronics
design, the machine may not function as required. Good
electrical and electronics design will ensure the optimization of
the mechanical design. For this machine, the electrical design
can be divided into few sections which are the AC distribution,
DC distribution, PLC controllers input and output, circuit
breaker connections, motor drivers, components wiring, Sensors
connection, incoming air connections, and pneumatic
connections.

A. AC Distribution

The AC distribution design shows the connections mainly on
the power supply connection to the live, neutral and ground
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connections. The connections of 3 pin plug and AC to DC
converters are shown in Fig. 11. The circuit breakers are
connected to protect all the components.
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Fig. 11. AC distribution

B. Programmable Logic Controller (PLC) Wiring Diagram

One of the PLC design uses the Omron CP1H to control the
machine. Theinput wiring diagramis shown in Fig. 12(top) and
the output wiring diagram is shown in Fig. 12(bottom). Port 00
is connected to “Turning Arm Home Sensor”, port 01 is
connected to “Turning Arm Position Sensor”, port 02 is
connected to “Body Supply Home Sensor”, port 03 is connected
to “Vertical Cylinder Exit Sensor”, port 04 connected to
“Vertical Cylinder Return Sensor”, and with the other portsthat
are connected to the “Gripper Open Sensors’, “Gripper Close
Sensor”, and “Turn Table Home Sensor”.

For the PLC output, it shows the connection of PLC to the
output peripherals. While the input connects mainly to the
sensors, the PLC output connects mainly to the motors. For
examples, it shows the connection of “Body Supply Motor”,
“Pick and Place Motor”, “Turn Table Motor”, “Body Supply
Motor”, “Vertical Cylinder” and “Gripper Cylinder”.
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Fig. 12 (top) PLC CP1H input (bottom) PLC CP1H output
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C. AC Circuit Breaker Connections

The connections of circuit breakers are shown in Fig. 13 with MOTOR DR,VTE'Q%LNECIONNECHONS
the 3 pin plug connected to the 10 A fuse, the Omron power
supply connected to the 6 A fuse, and the Meanwell power PLC Address P Color ® Vo
supply connected to the 4 A fuse. 7.00 1 Red Enable/Disable
7.01 2 Pink Turn Table Rotate
7.02 3 Orange Turn Table Rotate
7.03 4 Yelow Station A Cycle Start
7.04 5 Purple Station A Cycle Reset
7.05 6 Brown Station B Cycle Start
7.06 7 Gray Station B Cycle Reset
7.07 8 White Station C Cycle Start
B el 7.08 9 Blue Station C Cycle Reset
" s 7.09 10 Green E-Stop
105.02 11 Light Blue/Black Enable/Disable LED
Fig. 13 AC circuit breaker wiring diagram 1DCN1 14 Red/Black
1DCN1 15  Pink/Black
D. Mator Driver Pin 1DCN1 16 Orange/Black
The body supply and body pick and place motor driver D-Sub 1DCN1 17 Yellow/Black
25MalepinisshowninFig. 14 (top) and Female pinisshownis 1DCN1 18  Purple/Black
Fig. 14 (bottom). The connections of the PLC address, pin 1DCN1 19  Brown/Black
number, color and IO name are listed in Table 1. 1DCN1 20 Gray/Black
Pin 13 — — Fin1 1DCN1 21 White/Black
1DCN1 22 Blue/Black
doooooooooOO0 1DCN1 23 Green/Black
C QOO0 oo ooy O 4DCP1 24 Light Blue
D. Tower Light Connection
;'::4__ __P';I_iﬁm The tower light connections are shown in Fig. 15 and the
connectionsto PLC address are listed in Table I1.
O docoocoooooood
QoOoOoooooRoOy O
Fin 25 — — Pin 14

Fig. 14 Body supply and pick and place motor driver D-Sub 25 Pin
(top) Made (bottom) Female

L
Fig. 15 Tower light connection

TABLEII
TOWER LIGHT CONNECTIONS
Tower Light Color PLC Address
Red 104.07
Yellow 105.00
Violet 105.01
Black 4DCP1
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E. Festo Sensor Connection

The connection of Festo sensor is shown in Fig. 16.
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3DCP1 (BLu);;»u I:: 1DCN1 (Bro)

Fig. 16 Festo sensor connection

F. Body Supply Motor Driver

The connection of the body supply motor driver is shown in
Fig. 17. The ports for clockwise (CW) rotation and counter
clockwise (CCW) rotation are shown. The DC power supply
connection is shown as well.

o

+CW

- Cw 100.00
COM
oM

A
A
+B
B

+ CCW
- CCW 100.01
8DCP1 (DC 24)
1DCN1 (DC 0)

F|g 17 Body supply motor driver

G. Incoming Air Connections

The connection for incoming air is shown in Fig. 18. The
main air supply istransferred to the reservoir tank. Then it will
go through air combination process, air filter, mist separator,
regulator and pressure gauge. Then it will go through the
manifold before being transferred to the body supply station,
roller supply station, roller press station, roller vertical and
upload station.

Air Combination, AirFilter, — Manifold
Mit Senaratar, Regulator ~

& PressureGauge To Body Supply Station

Reservoir Tank

Hain Supply4©
J

Fig. 18 Incoming air distribution

Roller Supply
0 Roller Press Station
Roller Vertical

Tolpload Station
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H. Pneumatic of Body Supply Connections

The connections for pneumatic of body supply are shown in
Fig. 19. The diagram shows the connection of vertical cylinder
and gripper used in body supply/loading

vemcalel#.k Gripper #1A

Errnlrr mr|”r mﬂr|\!,m mr”m mr 3 Imr:.,|m

GnuDEI LY

e

Fig. 19 Pneumatic for body supply distribution

IV. MACHINE PERFORMANCE

The machine is constructed using the design information
obtained. Fig. 20 shows the constructed machine and Fig. 21
shows the constructions/connections of the wiring and
electrical/el ectronics components. Initial test run of the machine
shows the production capability of 5000 piecesroller clamp per
hour. If the robotic system runs for 8 hours per day and 22 days
per month, the production capability will be 0.88 million pieces.
Running for 16 hour per day and 22 days per month will yield
the production rates of 1.76 million pieces per month. The
electrical power required to run thismachineis 220 VAC, 50/60
Hz single phase power supply. It requires current of 20 A and air
supply of 6 bar.

Fig. 20 Roller clamp robotic assembly system
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Fig. 21 The connections of electrical wiring and electronics
components.

V.CONCLUSION

This paper reports on the cost effective solutions to the
development of a robotic assembly machine aimed at
assembling the roller clamp. The process design, mechanical
design, and el ectrical/electronics design have been compl eted to
make the machine successfully constructed. It can be used to
assemble roller clamp at very high speed which means high
production capability. Further work is to use the system to
observe the weaknesses, break down time of this machine, and
to deal with machine errors.

ACKNOWLEDGMENT
This research was supported by the Department of
Electronics Engineering, Faculty of Engineering, Universiti
Malaysia Sarawak.

REFERENCES

[1] T. Giesen, C. Fischmann, F. Bottinger, A. Ehm, and A. Verl,
“Development and Optimization of Automated Dry-Wafer Separation,”
International Journal of Mechanical and Industrial Engineering, vol. 6,
2012, pp. 11-17.

[2] V.J Reddi, D. Z. Pan, S. R. Nassif, and K. A. Bowman, “Robust and
Resilient Designs from the Bottom-up: Technology, CAD, Circuit, and
System Issues;” 17" Asia and South Pacific Design Automation
Conference (ASP-DAC), 2012, pp. 7-16.

[3] T.G.Yip, Y. H. Chung, and V. lyengar, “Challenges in Verifying and
Integrated 3D Design,” Design Automation & Test in Europe Conference
& Exhibition (DATE), 2012, pp. 167-168.

[4 H. A. F. Almurib, H. F. Al-Qrimli, and N. Kumar, “A Review of
Application Industrial Robotic Design,” 9" International Conference on
ICT and Knowledge Enginering 2011, Jan 2012, pp. 105-112.

[5] A.N.Das, R. Murphy, D. O. Popa and H. E. Stephanou, “A Multiscale
Assembly and Packaging System of Manufacturing of Complex
Micro-Nano Devices ,” |EEE Transactions on Automation Science and
Engineering, val. 9, no. 1, 2012, pp. 160-170.

[6] J. Li, Q. Li, J Zhou, and R. Martin, “Performance Evauation for
Industrial  Automation System Integration based on Enterprise
Architecture Standards and Application in Cotton Textile Industry”, 2011
International Conference on System Science, Engineering Design and
Manufacturing Informatization (ICSEM), vol. 2, 2011, pp. 184-189.

[71 J Tollefson, T. Bishop, G. Vatson, and K. Tambree, Clinical Skills for
Enrolled/Division 2 Nurses, 2" Edition, RR Dorbelley Asia Pirnting
Solutions Limited, 2012, pp. 216-222.

[8] G. D. Pickar and A. P Abernethy, Dosage Calculations, 9™ Edition,
Delmar Cengage Learning, 2007, pp. 439-488.

International Scholarly and Scientific Research & Innovation 6(8) 2012

1394

1SNI:0000000091950263





