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A Study on the Arc Sensor System for Robotic Gas Metal Arc Welding
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tracking control (230A, 34V, W=8mm, Tw=0.65)
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Table 1 Specification of experimental set-up

Part Device Specification

Manipulator Robot (IRB2000AW) 6-axis vertical articulated
Amplifier Amp. ntio : T0times

Data Acquisition | Low Pass Filter Cut-off frequency : 12Hz
A/D converter (PCL812)| Resolution : 12-bit

- " Robot Controller Each 16-bit Digital 1/0
PC 486DX

Y-axis distance {mm]

fig.7 Result of seam tracking
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