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Development and Application of sensors for welding automation
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Table 1. Kinds of seam tracking sensors

Kinds of sensors Units in the sensor configurations

Contact probes Microswitches, potentiometers and differential transformers(DTF)

Voltage and current for contract detection that is applied to the W

Contact type | Electrode contact . .
electrode or the welding wire

Temperature Themocouples and thermistors

Temperature Photothermometers and ingrared thermometers

Welding current, arc voltage, wire feed speed, number of shorts, numbers

Arc phenomena ..
of peak current and abnormalities

Non-contact B - :
Point sensors(phototransistors and photodiodes),

Type
P Optics Linear sensors(CCD, MOS and PSD), and area(image) sensors (CCD,
MOS, PSD and ITV)
Sound Variable sound pressure or ultrasonic sound pressure detector probes
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Fig.13 Automatic welding system for container Fig.14 Automatic welding system for LNG tank
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