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A study of bead shape inspection using laser vision sensor in GMA welding process
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Fig.1 Configuration of bead inspection system using laser vision sensor
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Fig.2 Flowchart of bead inspection
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Fig.3 Determination feature point Fig.4 Result of sample profile
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Fig. 5 Represented range data Fi g.6 Represented range data with feature point
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Fig-7 Variation of measured bead width (unit : mm)
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Fig.8 Server program represent result of inspected welding bead
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