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Viston Sensor by Using Optical Fiber And Digital Potentiometer for Automatic Control
of Welding Conditions
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ABSTRACT  This paper describes several advances in vision sensor and process control
techniques for applications in Submerged Arc Welding(SAW) which combine to give a fully
automatic system capable of controlling and adapting the overall welding process. -
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Fig. 1 Schematic diagram of vision sensor developed
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Fig.2 Digital relay control for digital potentiometer
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Fig. 3 Picture of digital potentiometer
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