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Control of Welding Condition for Pipe Welding Robot System

FEd, BU, TAA, P3Y, A9, AN
HYAA QA7 A AEFA T

HYFEA A7) !

1. He

A duh, wolel o 4 Aol AgHE B £ AAWE AT dWHME
YKoz 2Rl §4 WE FAE olgde 3 AU Wokn TAHUE Fa) Be U
B 452 FF5] B F7] Aoist o Fojck @tk HAe FEHE Fa o|Fojy

A4E 41T £& B EXY £32 DAAW 0|8 2RO HLYL 2]
o A 93 RrlzRe SHM WAL #HA7RA AWF Hojok Bu £HF) ArlE &
A el B §3 A, ARTY 2AE YAROR HASE Ao} ZANA Fwrsolor
woh,

2 AT ks B 8L B £ THE AFI vRE FRE0E Uy A
£ NS Hg AAE BYS2H oF 54 S4F AVl EAYTY A2 BLe A
Ntk 44 FFY AN 2HLY B 8 HEAUY o) AAWE T ZAAANA
Az2 Hgy roln FA T &5 52 slgoldoe AolA 1 Qejs} Ag

Jan)

83 AN2"e §3 =4

ohoold ZAMYIG A FHd £5F FA%R, £ §HE FYste ZREC FIE

A B Fe9 Zd A3 A71A o o]z U] Hl=9 E 3ol wAH nixuy
of olzeiMe 2dd &4 AHE olF7] FEAA, =& &F 715F 9 34 ARC SENSOR



AE WL ulAAT FHY FAAE IBE A

gct. o] A HAgedw ZAY &
EE 9AET S FUEE A7
£AL 898 & gou FRvge R&or Jse £3 vl=o Yol "oiAx, &3
Na®e ggo] AHE TARS <Add. ofde] 2

A %98 @ 7RO Ura A Fuod §

I

& ZaAs poz THE UAE
o Qe SHHE B 84 AaWez, 2502 FAYE EXMUY Fudl 6% 2XE FA

43 NAa"ReA e ZAMY W Fof 2X FAA

i

obel agelAE Sol AEHE B F4 L §7

4
4o
i

AN gom o]F &3
ool tatold FA £AAAL AAVG. AV|H ZTAA ¥¥S £dEst @ FE At

=2

#el wpgx 39| Bo Ax py  TRE 84 A

(A ztg] ¢4
0\ £/

2

U« Dy

s =2

#9490 87 ¥




2o $3 AT RW, 53 AFN 52 PF $HL AW v 2 ol fE 9

& ZLAI(HORIZONTAL) &} 74 7= &3 F&9 #A3 4Rt $F e A (VERTICAL) of A

€4 Feo Y datol 23l B IAA ALY KT o)y ggeldh. Y
o 4% Arle 93 Te Zurg LA AT A= FEAA BA, FAld
ool HEET £ & APsiriRd d el o A FadEy T U2 F 360

a
E A7MA FRE Ay dFxe AHAHI EFAMAA FHY oAsE zHsd.

3.8 &3 AARAMY $3 =3 A

o2

$3 AYF] 471 ola@ 7L % £ $H I dste 229 &4 =AY

AN $E2 §9F0l AN FpENTE Y

Al
tlo

A Hesd 2 ¥3 7R
ol &H ZA(FU 2X ZZ A AW R HH 1) 2 &4 AgelM FTE

rir
-
Mo
o
o
in
JE
:Ox(:,,‘
X
B
it
hd
=2
*
2
£
M
o
O
e
o
&
(=3
bl
i)
23
>
fH
X
e
£
o
S
Y
b
il
E

44 FR 4 d% 21 ¥s,
‘ ,, =T

I
'
]
)

EAAY S% @ ¥ 4547 249 43

WZE g AL Do) SE AHTo] JuYE JTL VAW AA LA WE A



i

oz AA Aozt gk, 2 olfE ¢F A el wd vi2H FHxH] A o
ol MR UF &Y AL §H o] utEFe] W A%, WFF Fdm =F &3
MR BEE ¥ Aok st &3 o] FACl AAHY wWEoiw. AA &3 e
Fgeoz &gt =3
Atk 2719 AF &HH wigE 44 AA7 AAE THY 4BF A AEAA, &3
Ak, AF ol AA &3 Zde] vis) & olfe o] TIAM(0-0) B Gl A VI
oo dYFE W] AFAsGE &F AAY HAe FAAM FAA HEAL §H Ao
2 §3e s 33L& F Ao

olzig Y9 APxAL HA §HE WYsAA AAez Ay Hojof din] AAFH

o2 o4 Ztdoly HlEY FdAol Ax B3 FE AT} olFoAd, AFAM A

—_

Mo

o]
olt
A
o

iy

HE%e 2 9Fe A god §H ME £

1
=l
e
%

o
0

4

o

AA Aol7] WENE TAMUY HA ST Frio] WAL ¥ IF §HE AW
tepZoz 229 ¥4E $d IY, BF 23 UHE T dx AW ST FHEe
Agut Bl et el ANY WS AT FAol B AHE §HAE ZRelNE

EAMUREH & A8 AP AL E 28 AFE ol ALz £ 2L AFAA

3 o) WERe WS & ol AW wivh AT o] AAWe FEIE AUAE LOADING
H& o) gejo] uel we) LABELTS AAdoR4 AA £3¢ S & Atk

4. 9ot

pic)

g

2w opd 2R ALY £5 AR §H 2R ALUL dw 80 5% o=
Hel Az /12 3 /15E do) 288 §1 289 2% @ TAHY £E AHFE o]
o} el AFL A FA. ol §4 2R N2 Ao N1&Y oldelE 84 /%
oA KNOV-HOVE F28 $¥02 F4Y 328 90§ 2k o A2de 2d o gof

A” AFe W Y olgolglon of N5 de ARo] £4 2AY Wkl GE A2
W A golgy] Motk Telm ol A A U Ao /e AelE BIW A2 ve
3o HAT & Y AaW T4 FY qES FTud 2R AclrlEs) F2e AAZ @

A
A% 0 oed §3 A2ge] Hed 2E Ao] 715 7|1E ARC SENSOR LTS E

B, S ddEe Frrt dotd FLdE dHE & 9

UL .
HET vdst e FAgoln, AAzter §3 F&o e H3E doletgste Wy AAl
a28n £4 24 PUEY 759 tigsl So] oargct.



L BEY, FARA, 23y, tola £ ZRE Aoy Tz, dEgAetaa, 147 435, 199
6, pp 1-6

. Lynx OS User's Manual, Lynx Real-Time Systems. ins., 1993

SRS, AL, UAF, o5, "EY A VA SHA olz NFE o] 53 SHAM F
Hol gt A", dELFE A, 8P 15, 1990, pp 23-30

. R. Fenn, R. R. Stroud : "Development of an ultrasonically sensed penetration
controller and seam tracking system for welding robot", Inst'n of Mech Engineers, 198
4, C471/84, pp.105-108

. Y. Kiyohara, "Application of latest arc welding robot with synchromotion and sensor”,

Robot, pp.37-43, vol.102, Jan. 1995

e, A4, 244, 45, A, "2 229 83 22 A2E HA°, Qged

o

¥

Y38z, 147 1%, 1996, pp 30-37
sHl, &8, F8F, FAHR, #3849, AFY, 65 ZHEE ol&¥ AF LM
2
=

Arc Sensor i, &L 3+3E) 1995 A&

j=]
RN



