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A Study on Development of Sensing System for Welding Automation
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Fig. 1 Configuration for sensor system
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Fig. 2 Development process for sensor system
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Fig. 3 Developed IR sensor
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Height vs. IR data
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Fig. 4 Sensor height and IR data

IR data vs. Temperature
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Fig. 5 IR sensor data vs the measured temperature
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Fig. 8 Seam tracking using developed welding
automation system
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Fig. 10 Performance test for seam tracking system
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