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A Study of the Infrared Temperature Sensing System for Measuring Surface Temperature
in Laser Welding(Il) - Effect of the System Parameter on Infrared Temperature Measurement -
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Abstract

This study investigated the effect of the system parameters on penetration depth measurement using infrared
temperature sensing system. The distance from focusing lens to detector was varied to diminish the error in measuring
weld bead width. The effect of bead surface shape on measured surface temperature profile was evaluated using
specimen heated by electric resistance. The measuring distance from laser beam was changed to optimize the
measuring point. The results indicated that the monitoring device of surface temperature using infrared detector array
was applicable to real time penetration depth control.
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Fig. 1 Effect of the sensor to lens distance in
electrical resistance heating
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