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Arc Welding Robot Controller
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Samsung Electronics, Production Engineering Center, FA Research Institute

ABSTRACT .

In this paper, the arc welding robot controller
using a touch sensor and a arc sensor is presented.
The controller is composed of robot controller parts
for moving torch, and arc welding controller for
welding and tracking.

In the controller, an compensated data is'
generated to control robot trajectory and seam
fhacing by the arc sensor function. The data is;
obtained by integration of arc current. Experimental
results are presented confirming the controller

performance.
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Fig. 1. Shorted arc welding method.
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Fig. 2. Pulsed arc welding method,
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Fig. 3. Welding starting process.
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Fig. 4. Crater treatment method.
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Fig. 5. Welding robot controller

configulation.
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Fig. 8. Welding control sequence.
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Fig. 10. Characteristic of arc Current and arc

voltage from weaving,
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Fig. 11. Characteristic of arc Current and arc

voltage from weaving.
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