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A study on the arc sensor algorithm for welding robot using rotating torch.
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Table.l Welding conditions for rotating torch

AR | gAF | BIsta &34 AT |8 ZANAG | S FALG| S HSE

2.5mm 20Hz | CO2 100% | DS 7100(1.4¢) 400A 25mm 38V T2cpm
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Fig.2 Results of welding current analysis

Fig.3 Flow chart of arc sensor

algorithm for rotating torch.

Fig.4 Photographs of tracking result by rotating
torch for offset angle 30°
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