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Development of Weld Automation Equipments Using the Infrared Temperature Sensor
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Fig. 1 Configuration of sensor amplifier module
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Fig. 3 Height vs IR data(T=300C)
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Fig. 4 IR data vs Temperature(h=700mm)
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Fig. 5 Configuration of welding robot system
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Fig. 6 Welding monitoring and control system

- 302 -



S5, Zax AH KWS 2006-Spring

o

2006 £ steU RS Y4B =5, 2006
3. % TOlZ 8HE BHM FH

Aag 74

Fig. 7¢ & 978 E3 /M28 £44 3¢
9% Holz $7& AA Azde A A&
de Jegdth 7] Aee Pus AR A2
2 HHgos AR HUY FEUL gol
o YE-Z7 g9 L2 AAPn wiR
He 7129 £33 WE ggoz Az A
fx TEES ¥4 2 AYA A 5L A
3tanz sk =8, A vk §Zdo)
ZWAE AFste AYA YL AAFL F
Aste] WA Zax FEE 428 B3 A2
g A

Fig. 8¢ 538 Sz £48 $4H 23
289 A% HYrie 9% A¥H2E FHEE Y
gdch. 234 FHZXNE 1R TAPFS
93 Visual test A3 F5F FHAZ5S YE
WA =g A SN &g
AnE Aok

welding

Fig. 8 Performance test for seam tracking system for

pipe welding
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