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E 1. Kinds of seam tracking sensors. [1]

Kinds of sensors , Principles Features

Contact type Guiding roller , Mechanical guides with rollers

Simple mechanism, Limited

Stylus Control by electrical transducers |accuracy
with a stylus
Electro magnetic| Detection of induction voltage or Relatxvely low cost, Infiuerced by
phase difference arc’s heat and magnetism
No -contact . . . iy
0 Image processing| I mage processing with ITV or Ability of real tm
type CCD Extremely high cost
Arc sensor Detection of arc voltage or Any detector unnecessary, Real time
current sensing, Lowcost, Requires weaving
of arc
Cthers Optical light sectioning technique, Gas pressure, capacitance.
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ROIBHIEE, $6% BBk, 19884 128



4

Axela 247 S0E o el A 7
ARAel e AFRE FAKEE F—EAZD
Here, =2 Folst 44 Folueh EA
2 upFol ABAAE YOI
Ae1 % el Qe A SRR

N
==

=N

2l &
W ¢
2

b

RIS T

=
o
021\'“
N
G

[+

B S P—(.)tentiometer
(&) - = (ey)
N \\_

Welding
Current

Y -axis L
motor

Potenti-
ometer
)

Compa-
rator

_|Directior Servo
logic amplifier

{XAaxis

(turning motor
point)

L (eo) b)

@ 2. Principle of automatic seam tracking con-
trol with arc sensor [6]
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2@ 2. Principle of welding speed control by
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13 6. Welding start point detection by touch
sensor
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