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Study on the Effective Arc Sensing Algorithm by Use of the
Weighted-Arc-Current in Flux-Cored Arc Welding for Fillet Joints.
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Table2. S/N Ratio of horizontal welding Table3. S/N Ratio of vertical welding
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Fig.2 Definition of coordinates
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.3 Seam tracking of horizontal welding
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Fig4 Seam tracking of vertical welding



