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A Study on Application of Joint Tracking System on Muitipass Arc Welding
using Vision Sensor
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1. A &

GEEe v AMS o]8d LM 33 A2ge vA B3 £33 AAdAA ¥aA ded 7)
setd YgozRE ZUES JXNE F=d FFHIAL. B STE oHF Y FH A=d
o] B2 Wl ol UE RHIME $88 F UEE &3 F9 eAg BAE AR
74 (layering process)& AAFL §4 A T& &3 F9 499 I 7FRA Eol g Fo
AME et gAe £FM A5 o] /5 FnyFL AN oY e I ¥
ANA - FHd Hged

2. =2} W (scanning beam)& o]-& & ulA M9 a9

=4 9L ojgd AME oA W HAH AW ALy A AL E: IAJEY A F
2 o]gdted BA EWel ZART EBald 2RI walg #2149 9 AME AR F
& Azido] &) EAAAY AWE SAVG. oA FRE AP &S AL HPA G4T A
wol Agsa 22199 AT o]v A (range image)E WHE] Wk HX MMt A E S (detection
axis)d] d&l 712 AEE Hol Yxd o] AxE AJdd oA Fo] AEE Fe #U] A¥ =
A9 Scheimpflug ZALZREH F&AT  old 71ssd e ojd& 9= (projection
axis)Z e o= Holatx A MM o) zol BB LIkt Aotk oY AL 5A
Z1o)(depth of view)E 433 MM & oo vAd A dAd ojgdd. o] dE 234
o2 B #EE2H £GEL 27|88 Aol 7] FA41Y wlA A A (synchronized scanner)
Z)2olth, 7] FAFY uA ANE RS S FA a7 98 FLH o)uA MMl 4 A
A ol AL, ool wat A WSt Fol=r DAl AUTh AT FY FAY ¥A AA
(autosynchronized scanner)= ol EAHE& siZsy] A8 ALHUD o= BA) FAHE
Aol Ak 25 = Yol R 9FE FAENS] ALS B AA2YA FriHE Reld. 9]
24 A FA 890 ZA EAAAY AYE € £ YT F W FAY duig 21E FFS
dA e},

3. v} A ¥ (Vision Processing)
3.1 ¥)A A A E)(Vision Preprocessing)

B)A A2 o8 dolge AM BA AHE dojd 4 dW JAL (v, 2) ABHYCE EF
drp. gy ol o gL AR ANE ko2 TAEEL THY & Utk @Y I
Jgsstn wo|2E AASY] Y5t e Yol Wadh AxAA I FE 1 olxF g9
27 oz gAFoZA RPY ko2 AR S AASA wol2E Folv wAHFA AHY JH
QA it Hego] M TR
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32 E# %=%3} 9l4)(Feature Extraction and Recognition)

Torch Position
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(S1,S4k et mmface (P2, PO, ocige poins
(S2. SOk joiot maface (P, PS; weltg poiats
P4; root poind {P1, P7); scan endpoints

Fig. 2 Multipass Fig. 3 Setting of

Fig. 1 Characteristic Features of
Procedure Tracking Position

a Vee-grooved Weld Joint

=29y AdA 2 @3 waiE wmA ANFHojol & 5EAEY AgEt oY Z=23d
o) ExEe Ho Ay Yt WERHoEE vuy I Pge WE e AF A
HNanESE ZAsteE R 71zstd 99 28 A2 (segmentation process)E vt o|F Al
Aag Zedd dol8 FER (v, 2)E & AM AIDEE Aol A A H(breakpoint)
o2 Az AZeY o] AHEZRYH g dAY v E X E 5SS FE¥d. VI =
JQEM WY EAHESL Fig. 194 £ 5 Ax AT 2o ol&lFd SAPH 5 Ay JRE
& o)g3td #Hojojl A (layering process)o] W2t FHHE ARt B AFdA AHEE V
3y 1284 g3 54 F& duYFL Sm?tis’} Smith 28]3 Yappdl 2&l Ag oju|xo] A%
352 31gE VY 138 A% gnldE4le F£3F FHold. o B F& ¢nIFL W5
A7 71gel Flxdt. Z2Rde) RE 2% gg YT ;¢ 7in 99 £ AAE S
dolxl AAHE ZoA V& 18 Hd dgd 2 32 ¥3YdFE ol43d Fig. 144 9F 3],
P25t Q2% oA, P6 e A=t ow A& HojAE= 54 (lerance band)E ZUES A7)
s} #olA giulele) Ealsel 712

A BA 2E H2Q AAE Yol T} 9F oz, P9 LEF dX|, PeAlold] FAHlHE
2ZE A, P4= g2 go] &L & Utk VE aF 24 U@ FE #H29 oE Fig 49 e
ct. SE sirolFAANE FEA P4E JeEUA o2 E wetting point, P3% P5E FE €3
glZo] Wastk 9F wetting point, P3E 9% dx), P22RH 2AHE A WA AHAA A
Aata] 7197]9 Bt 1EY W olu ¢ U AARD FHopr= AP o Fud =T
QEZ wetting point, P5E 1 ¥rthe] A$2 AZEtd AAY & Ao

gurd el AS A WA BE H29Q ASdE G 73} FE A, P 34 A4AJF d9 2
g HElHA £40] W8I Fe vy a3 gHAY £HAH FA A2de HEAII] A
AN =E H2A9 e B 1A o] Wastg ¢4 oE £HAM F oA H2d AS
Z4 9AE wetting pointd] #ZeE P3 Hoz s14sd P3E 27 A FRA Fig. 291 YE
W A 2e tE 84 €A (multi-pass procedure)7t 3 8 3ttt

Fig. 2% Fig. 3¢] e A o] 33 g &4 vz 54 &34 A4 #3432 T4
doja ExHEZEY tE £33 £49 BxHdeviation), mol W} EFHE 2N FoEH
AXEct ol o] & £4 &A% WS A AFFo=N 7L APH. Fig. 54 V
8 7284 g T oAA H2d "o 33 YA wetting pointE AL & B F3 Qo
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Fig. 4 Example for Root Pass on the Joint Fig. 5 Example for 2nd Pass on the Joint
Tracking Program Tracking Program

4. A=d 74

CAMERA
CONTROL UNIT

TORCH

MOTION
CONTROLLER

Fig. 6 System Configuration for
Joint Tracking

228 Ao AR ZR AJE 9% £33 3 AN2"E Fig. 69 JerAAch &3 B
o) datad #HolA siulge &4 EX9 A MX3a A HAEG ‘27& A 8] (look-ahead
distance) ol HEd 2 EQ IXNE AL £ ARF T

2 APgNE £84 3 Aadge wd Aad, PC, EM UEEY, CO: #37
ARTISAN-350P, 3% A1 Z¥(3-axis Cartesian robot)e2 FAEC vld Axgoz syt
Servo RobotAb®) CAMI System® AHg38tdch.  dolx sivlgl2E Al Servo RobotAh)
M-SPOT-90& Arg38tdth. #dog: sao] 680nme A4 7HAFHA &8 40mWe o)A
thole =t AHEHYon wE oka &HA BAE otz #, 2uH, dr7] € 7= T A%
wol2g Zo)7] &AM EF B dwne ERA7)E dY T3 PE(band pass filter)7} hul
gto) A= BEd Axso] Ak FEHY FA FFL 680nmol™ HAFL t1nmd Ro] AHE
=t

5.3% Au 2RL o] §¥ A 73
ZAEM 7128 §4H EXA A 3 AKX (y, 2 FWd FEAGAA Addo. a8
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2o g EXe] gao]l AYE 4 glonz AAF 334 L£HA FHo) stEET. a2 o)
¥, 24 AEEHZ Bl #AL FF YAd we} B Y7 wanz 3 A& @=L
AMA FEAZ ZE A@Hojof . AME 4P A (look-ahead distance) 83 EX 9 A
ol fiAsEE 2AE] X FF AL e HIE §4H B=2E ¥=Ed o)ddH.

ZAEGA ZRE WAte] 98 o7== out-of-range correction® AAHI vlFAGHA Fe
#a2d WwgE B3] Jstd 4 F2E dEIIY.

6. 2%

£33 2AZ3AE Y4 A72A 9" AJAPL o] 43 uld A £HA F3 Aold A B
Z 2 AP 584, g3 2 dES I

(1) €3 49 371 @4, & o ¢4, 43 T4 4% ags AA 94 254 st o
A HAE NEA S48 = AEE 7] Y3 ERFHQ v A 7EE AASAS

(2) ol8id 71HES o83y FAHAA F23 43 UEY 44 vl=9 EAES AHF 3
ZHUNEE ST o) ARG ANFHPL AF AF FHAA £ FH FUEY A9 2 =2
4, 23 F AAd9 48, 53 A5 £FH Alade g 9ol dAdHoer "Haez gt

(3) 87 v=9 23 xAEe9 75ad AR/ 83 £4d 3 HYAE JAFE Folod
¥ (layering process)®ll whe} HE] H2dME F&8-S BT

FREA

Ha
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