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A Study on weavingless arc sensor system for GMA welding
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Table.1 Weld seam tracking algorithm
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Fig.1 Tracking result according to torch action time
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Fig.2 Tracking result according to compensation distance
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Fig.3 The variation of tracking accuracy according to weighting factor
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Fig.4 Tracking result at various welding condition
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Table.2 Height control algorithm
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Fig.5 Height control result according to control action time
and Z axis speed
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Fig.6 Result of seam tracking and height control



