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A Study on the Seam tracking and Control of the Welding Quality

Using a Infrared sensor

I. S. Kim, J. S. Son, H. H. Kim, J. H. Seo, I. J. Kim

ABSTRACT
In this paper, the possibilities of the Infra-red sensor in sensing and control of the bead geometry in the automated welding

process are presented. Infra-red sensor is a well-known method to deal with the problems with a high degree of fuzziness so
that the sensor is employed to build the relationship between process variables and the quality characteristic the proposed

above respectively. Based on several neural networks, the mathematical models are derived from extensive experiments with

different welding parameters and complex geometrical features. The developed system enables to select the optimal welding

parameters and control the desired weld dimensions during arc welding process.
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Fig. 1 Thermal distribution at 10mm gradient
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Fig. 2 Comparison between welding current and

isotherm radii
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Fig. 3 Comparison between isotherm radii and bead
width according to an increase in welding
current
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