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A Study on Weldability Estimation of Laser Welded Specimens by Vision Sensor
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ABSTRACT

Through welding fabrication, user can feel an surfiacial and capable unsatisfaction

because of welded defects, Generally speaking, these are called weld defects. For checking
these defects effectively without time loss effectively, weldability estimation system setup is
an urgent thing for detecting whole specimen quality. In this study, by laser vision camera,
catching a rawdata on welded specimen profiles, treating vision processing with these data,
qualititative defects are estimated from getting these information at first. At the same time,
for detecting quantitative defects, whole specimen weldability estimation is pursued by
multifeature pattern recognition, which is a kind of fuzzy pattern recognition. For user
friendly, by weldability estimation results are shown each profiles, final reports and visual
graphics method, user can easily determined weldability. By applying these system to
welding fabrication, these technologies are contribution to on-line weldability estimation
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O Original Condition

Mode(pattern) Depth Angle
Underfill Large Small
Good Small Large
0O Weighting Parameters:
0.7 0.3
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[ 1K of welding 2. Kind o specimen 3. Size 4, Thickners |
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Detection of Hole, Mismatch and EW by input dat |

[Coteuation of Depth and Angle from Iopuc Daa

Puzzy Patiem Recognition regarding Depth, Angle to Find Underfil, a@

[Output of Weldability Evtamation Report and Defect
[Estimation Graphic regarding one specimen
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