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Abstract

The paper presents a seam tracking controller of high speed rotating arc semsor developed by
microprocessor based system. The seam tracking algorithm is based on the average current value at each
interval region of four phase points on one rotating cycle. To remove the noise effect for the measured current,
the area during one rotating cycle is separated into four regions of front, rear, left and right. The average
values at each region are calculated, using the regional current values and a low pass filter incorporating the
moving average and exponential smoothing methods is adopted.
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Fig. 2 Block diagram of searn tracking controller
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Fig. 3 Seam tracking controller
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Table 2 Welding condition

Welding current (A) 200 A
Arc voltage (V) 20V
Contact tip-workpiece distance 14 mm
Welding speed 5 mm/sec
Shielding gas : CO2 gas
Electrode wire ® 1.2 om Solid wire
Base metal Mild steel
Thickness of base metal 4.5 mm
Welding process dirreciton

1
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i
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Fig. 8 Example of welding under height deviation

Fig. 10 Height deviation
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