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A Study on Seam Tracking for Fillet Welding

using High Speed Rotating Arc Sensor

Won-Ki Lee, Gun-You Lee, Myung-Seok Oh, Sang-Bong Kim

Key Words:

Arc sensor (¢} 41A]), Welding robot (&7 %), Seam tracking (&84

Fillet welding (Z3-&%)

In this paper,

In order to track the welding seam, The high speed rotating arc sensor

Abstract

of a high speed rotating arc sensor rotates about 3000 rpm using DC motor.

driven by gear between welding torch body and wire guide.

using the current sensor and rotating position sensor. To realize the welding seam tracking

The welding current

),

a high speed rotating arc sensor for automatic fillet welding i1s introduced.
1s used. The welding tip
The rotating torch is

1s measured by

algorithm with accuracy, a software filter algorithm using the moving average method is applied

to the measured welding current in the microprocessor.
is developed for fillet welding. The welding mobile robot can control
The effectiveness is proven through the

and two sliders

traveling direction and turn itself around the corner.

experimental results conducted with varied fillet tracking patterns.
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The welding mobile robot with two wheels

1ts

WA me ARAsY WsE ol &she £7
e FHBG ofAAAE §3 EX $A
=M AR TEA %a, Fa o)
o ozie] H4E ol gk AxEgolx T
ek, e, mEou ofa g, sdE s ek
A RAE FAT 5 A AEY 54 929}
$H9A7 BQsths Aol dvh. 87 4
Mol &84 ofAANE ASFORA 7]
Fo Azgnt $5@ A5e Uehla, ofa
Ao el W oA WelE 49 Ho
W, 7ol AAE 3 wUEdCEAE A
o] FVseith. B R o} ZANE olF o
Fuha) ol g3l Fstol thered el £
A FHo] Bet ATE B



2003

A9 74 2 A

2. 34 F4

BUERRE
%x; A

B
2 GMAWS] A A<t

a9, ol A

Af e gasl 8o
o] Ezu G- A ANE 2
19} 7ro] &304

_wﬂm ﬂaﬂ Aol skl
o= i

A #). Fgi.
goto] &3 AFFoIA 9 EX Eo]
HEste] o]F Alojgto g &AM
gk 7 A ",

Consumable Electrode

1
g
—

ol A
o ﬁ

o}:c:v>~
L T

o qu e fu 1o Su

N b

=
o

Gas Nozzle

Gas Diffuser

AN\
Xy
AN\

Wire Guide&Contact Tube

&
7z
Z7RSSY

Arc

Base Metal

Welding
Current (A)

—

Torch Position

Fig. 1 Principles of arc sensor
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Fig. 2 Schematic diagram of high speed rotating

arc sensor
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