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Laser Vision Sensor for Robotic Arc Welding
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Table 1. Characteristicts of sensors for adaptive welding

Types of sensors Feature extraction Functions Comments
Tactile Joint coordinates Trajectory shift Off welding time
Time-consuming
Reduced duty cycle
On-line
Throught-the-arc
e No added device
. . . Low-cost
Joint coordinates Seam-tracking Not all joints
Not all modes
Lap thickness)2.5 to 3.0mm
On-line
Inductive Joint corrdinates Seam tracking Requireds close proximity
EM Interface
. di On-line
Joint coordinates Seam-trackin All joints
Joint orientation All processes
Active vision ) Filler metal control Very flexible
Joint geometry High resolution
Bead inspection Programmable field of view
Bead shaj
cad shape Makes use of intensity data
Passive vision Pool top shape Seam-~tracking Under development
assive visio Vision of electrode Penetration control Limited applications
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Fig. 8 Portable Multipass Welding Robot Guided by Laser-Vision
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