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Abstract

An automatic welding system was constructed with a personal computer to capture the welding
data in addition to vision seam tracking for the gas metal arc welding process.

The monitoring of welding signals is composed of the acquisition of weiding voltage and current,
obtained by using two differential amplifiers and A/D converters, and processing of the measured
data. Using interrupt handling circuit for time sharing, two jobs of seam tracking and monitoring were
performed at the required sampling time. Relations between welding signals and various welding

circumstances were analyzed from the experimental results.
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Fig. 1 Waveform of short circuit mode
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Fig. 3 Locus of welding signals (normal operating
mode)
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