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2 olady RHEALHL ZHE o9 3o whEow LA ool Y44 A §

LA A F 1 Ex FHAAE wbEe] F7] 3 =3 4 gith

X =] 4 ] (Positioner)e} S4E9 2L 98 = A =7 AL FH37 48 AEAQ AE

(Jig)E9 F971712 TS =l o]elgt 2]zl o] E Dol vebd wigd o] o FF71 glew =

E 1. Kinds of seam tracking sensors. [1]

Kinds of sensors , Principles Features

Contact type Guiding roller , Mechanical guides with rollers

Simple mechanism, Limited

Stylus Control by electrical transducers |accuracy
with a stylus
Electro magnetic| Detection of induction voltage or Relatxvely low cost, Infiuerced by
phase difference arc’s heat and magnetism
No -contact . . . iy
0 Image processing| I mage processing with ITV or Ability of real tm
type CCD Extremely high cost
Arc sensor Detection of arc voltage or Any detector unnecessary, Real time
current sensing, Lowcost, Requires weaving
of arc
Cthers Optical light sectioning technique, Gas pressure, capacitance.
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T8l 1. Sensing of torch position via arc signal[2]
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@ 2. Principle of automatic seam tracking con-
trol with arc sensor [6]
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2@ 2. Principle of welding speed control by
arc sensor(6]
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12} 4. Photograph of horizontal fillet weld bead
by tracking control sensor.
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8] 5. Principle of rotating mechanism{11]
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13 6. Welding start point detection by touch

sensor
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