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A study on the laser welding system for bellows by using a vision sensor
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Fig.1 Photograph of bellows

(a) Systems for inner edge welding (b) Systems for outer edge welding

Fig.2 Systems for bellows welding

(a) Image of inner edge (b) Image of outer edge
Fig.3 Images of bellows edges
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(b)seam tracking of outer edge

Fig.4 Seam tracking

Fig.5 Cross-section of weld
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