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A study on arc sensor for weld seam tracking
by using fuzzy control
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PVB : Positive Very Big PB : Positive Big
PM : Positive Medium PS : Positive Small
PBS : Positive Very small Z0 : Zero

NVS : Negative Very Small NS : Negative Small
NM : Negative Medium NB : Negative Big

NVB : Negative Very Big
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Fig.1 Welding current variation

during torch weaving
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Fig.2 Schematic diagram of weaving
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Fig.4 Cntrolled trace of torch weaving center by using
the model of filtered signal
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Fig.5 Fuzzy membership function for each ligustic fuzzy
set value

Table 1 Rule base for fuzzy control
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Fig.6 Controlled trace of torch weaving Fig.7 Controlled trace of torch weaving
center by using fuzzy control center by using fuzzy control

(offset error= 8°)

—126—



