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An Arc Sensor and Its Interface System for Welding Robots

Seung-Jun Oh*, Jae-Woong Kim**

ABSTRACT

An arc sensor system to compensate positional errors was developed on the foundation of sensor interface system to
make use of the on-line shift function of industrial welding robot. Investigating the on-line shift function, we examine
the quantitative relationship between the deviation from programmed path and the correction data transferred from
personal computer to robot controller. The number of input parameters for weld seam tracking can be reduced by making
the relationship between the deviation and the correction data during half weaving be the function of only cross time.
With the results of weld seam tracking for the butt joint with V-groove and fillet joint of sheet metal, good performance
was implemented. By developing the sensor interface system to compensate the positional errors, industrial welding
robot can be expected to contribute to the promotion of welding automation.
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