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A Study of Arc Sensor Modeling using Multiple Regression Analysis in Gas Metal Arc Welding
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offset distance (mm) offset distance (mm)
Fig. 1 Estimated offset distance using CAD Fig. 2 Estimated offset distance using CID
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offset distance (mm) offset distance (mm)
Fig. 3 Estimated offset distance using WED Fig. 4 Estimated offset distance using LMR
Table 1. Performance comparison between CAD, CID, O . e
: imaginary weld line
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v D Std. Error of O 1 tracking using LMR
Model TR the Estimate e
CAD 0.731 1.0400 :
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LMR 0.925 0.5422

60
Y-Axis distance (mm)

Fig. S Results of seam tracking simulation

using CAD, CID, WED and LMR method

__39_



