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Fig.1 Schematic diagram for developing Arc sensor using Neural Network

Fig.2 Experimental three patterns of measuring current

— 106'—



(1- ¢g - S - oF)

astou jnoyils

(1

- 02

- 02 ~ ot) astou noys

jua1in2 jo uorjejndfed 1o} yI0M}IN [BInaN JO ysap 9344 juaLIn2 jo UONE(NIED 10j NIoMIPN [B4n3N O ysaL g8l
:unuuﬁlc: (1 - 0z - 0z - 0OF)
+ocgeL’0 = 01T Riomdu -auﬂqu@ 990926°0 = aNn8A NIomI3U JBININ
£29TGH0 = 9I9p I8N 30 WL panyy 2aand/ 1291640 = FIEP 1891 Jo an(ed pany ¥xn
r2pQ = IN(EA Xd0m12u —u.—:oz;é LetQ = aniea RI0MIPU [RININ\
2igzzy0 = Suaresy @i pasn wjep Jo IBIEA PANYY dMIND/ 2262210 = Jutuen Ui past a1ep Jo on(ea PANY a2y} @
poe ot 3 0307 2as wa 00 Loy [0 &0l 08
oo ]
| ;
y T 13
20 + 000
E
™~ £
= 4.(/ = 367
) m
o Y } H .rm.un.u
T o e e B
TR e e t ]
E o90 E o0
O~
<
—
_ 0z - 02 - astou Yjia . -~
:. oeou o? ; owv fou yy ) (1-¢2-52-08) (1-02-02-08) ‘(1=61-g1-0g) stk noyyLs
juaLInd jo uopjenared oy X omjaN [eanan jo 3Is3L o1y JualInd Jo uofje(naje> J10j MiomiaN (eandN s,2d5) 221y} JO IS3L ¢ 84
1-63-G1-0CHEL0 =
20 = NI naomIN —a._auz/® 1-g2-CZ-0C)tEL0 =
1-02-0Z-0CIACL'0 = anqes NIoMIN [BININ

astoU {im ®AEP Jo INITL pany aamny/
8620 = InIvA N30AWN 190Ny 5y
g0 = VISP 1891 Jo v panty Iun)”

990 =

(2% 00z 2301 %0
aro
w0
WO
TR
~.
[ SR
OV ]
(Dymres wesray RSy D 2"
R e L Qg0
= tur s pon Sh)
£ 080

gL'D = ©Wp A jo anpes PN 3MN)

9570

(1o41=81-0Ees MBI T0L08
(1=g2-ax-0cIwerme Mvaren TReN

(L-02-63-0cmerae Buiel o’

= Fuimpway uy pIsn MEp jo anges

i
RIOSNIN [VININ g
pangy asdn) -
03

155°0 = INi8S

0

KA

oo

%0




Fig.7 Photograph of fillet weldwent in seam tracking test using robot
40, Vw = 4mm/sec, Weave length = dmn

(offset angle
weaving time = 0,3sec, dwell time = 0.12sec)

Fig.8 Photograph of fillet weldment in seanm tracking test using robot
(offset angle = 59, Vw = 4mm/sec, Weave length = 4mm

weaving time = 0, 3sec, dwell time = 0.12sec)
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