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Measurement of Surface Temperature for Real Time Monitoring of
the GMA Welding Prcesses
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ABSTRACT This paper describes a method to measure a weldment surface temperature
for estimating variations of the weld pool size in the gas metal arc(GMA) welding
processes. An Infrared sensing system is designed to measure the radiation emitted
from the top surface of the weldment. The interference effect of the electric arc
to the measurement is rejected by detecting the low peaks of the noisy signal. An
optimizing criterion, in which the correlation between the weld quality and the
measured temperature is maximized, is also proposed to determine the optimal
measurement location.
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