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A study on the auto detecting of the end point of fillet joints in robot welding
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Table. 1 Welding conditions of the experiment

7E TE bl Az
A ¥ gap| 4& Zib iy Zikly = 9z (99 £=| Dwell
(mm) | (mm) (A) (V) (mm) | (mm) |(mm/sec)| (sec)
50 230 26 55 3 55 0.2/0.2
0 6.0 245 21 7 3 55 0.2/0.2
70 250 27 85 3 50 0.2/0.2
8.0 260 28 8 3 45 0.2/0.2
50 230 26 6 3 55 0.2/0.2
3 6.0 250 28 8 3 55 0.2/0.2
7.0 250 27 8.5 3 50 0.2/0.2
8.0 265 28 3 45 0.2/0.2
5.0 230 26 9 3 50 0.3/0.3
5 6.0 250 28 10 3 50 0.3/0.3
7.0 255 28 9.5 3 50 0.3/0.3
8.0 265 28 10 3 45 0.3/0.3
Table. 2 Differences between before and after the end point
o) 29% A% Aoz e
SHAFAHA) |HAFRA)
0 =2 o7 A HFAY
3 -30 -125
5 -25.6 -12.1

Table. 3 Results of the reliability experiment
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Fig. 1 Definition of the weight
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Fig. 3 Variation of the weld-current(I.)

around the end point
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Fig. 4 Variation of the weld-current-difference

(Lq) around the end point
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Fig. 5 Flow chart for auto detecting of the end point
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