g Ao 9§ TIGEHAA S &5AZ Aojo AT A
Study of Weld Pool Width Control in TIG Welding Using the Digital
Image Procesing
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Fig.l Schematic diagram of the system of sensing

and controlling the weld pool with CCD camera
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Fig.3 Relationship between weld pool
width and welding velocity

Fig.5 Block dfagram of a digital control
svstem for weld pool control
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Fig.7 Time response of weld pool width the

reference input varying from 6.5 mm to 7.5mm
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Fig.2 We]d pool image and the distribution

of grey level
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Fig.6 Unit-step response of weld pool width
control system



