156

ARG ol 47 £H4 FH4

b BH AT

A Study on Arc Sensor for Weld Seam
Tracking by Using Fuzzy Control

S. H. Cho* and J. W. Kim**

Key Words ® Arc Sensor(o}=L414), Weld Seam Tracking(& & A %3]), GMAW(7} 2 v & o} 3 £4]),
Moving Average Method(°]5%H %), Fuzzy Control(¥x]7]]), Butt-joint(%th7] &

A2

Abstract

Experimental models which are able to determine the deviation between weld line and weaving

center by measuring the weld current during welding were proposed for the gas metal arc welding

process. The models were used for developing a weld seam tracking system which controls the weaving
speed of a welding torch. However, it was revealed that the tracking result of the system is affected
by the welding conditions. Thus an arc sensor system was developed by using fuzzy control approach
for overcoming the difficulty of modelling the nonlinear process. The rule base and parameters of

the fuzzy control system were determined on the basis of the results of experiments. This fuzzy control
system has shown the successful tracking capability for the wide operating range of welding conditions.
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Current

Fig. 1 Welding current variation during torch weaving
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Fig. 3 Arc sensor model of filtered signal at 2404, 33V
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