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A Study of the Measurements System in Electron Beam Welding
Hong MinSung#*, Kim JongMin+

{ Abstract |'

Because of its high performance and accuracy, electron beam welding has an
important role in industrial applications such as semi-conductor and LCD manufactures.
Since its operation has been done in a vacuum room, it is very difficult to check out their
weldability as well as the correct welding area of the specimen.

In this study, a measurement system of the electron beam welding has been
developed based on the 3-axis LVDT controlled table. In addition, the algorithm to
tracking the welding line has been developed. Welded regions were measured by using an
A-scan ultrasonic sensor only.

Weldability of the aluminum specimen has been tested by newly developed measuring
system. The results are compared with those by using an C-scan ultrasonic sensor, which
show good agreements with each other.

Keyword : Electron beam welding (H 2% £%), Measurement system (3 A2 d),
Ultrasonic sensor (£33 AlA), Weldability (£384)
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Fig. 1 Electron Beamm Welding System
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Fig. 2 Electron Beam Welding Porosity
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Fig. 3 Ultrasonic Test : A-Scan
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Fig. 4 Ultrasonic Test : C-Scan
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Fig. 5 Electron Beam Welding
Measurement System
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Fig. 6 Welding Measurement System
(X-Y-Z Table)
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Fig. 10 Eletron Beam Welding Path

Fig. 11 Eletron Beam Welded Workpiece

Fig. 12 EBW Workpiece (Internal)
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