87 BESEHESNE R IE 1987. 10.16~17

AR P38 o2 BAHAAM o Wu-E
Zo BuEH 3 Ao #F A
woF A, & 22, z %4

X B3 3y e

44+ 33

A Study on the Monitoring and Control of the Back Bead Width

in Arc Welding with Consumable Electrode

K.S. Boo ,

% Dept.

ABSTRACT

The purpose of this study is to monitor and
control the back bead width in arc welding with
of  the

The temperature of a

electrode for reduction
of weld defect.

point on the weldement surface is selected as =a

consumable

occurence

monitoring parameter, and measured by an optical
The the

back bead width and the surface temperature is

infra-red sensor. correlation between

experimentally obtained for various thicknesses
of the weldment.

the surface temperature are taken,

The welding travel speed and
respectively,
as an input and an output of the welding process
A PI

scheme to maintain the surface temperature at the

under the stable condition of arc. control

desired level is proposed by the experimental
study.
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Fig.1 Schematic diagram of arc welding process
and IR sensor
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Fig.2 Principle of optical system to measure
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