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A Study on Automatic Seam Tracking and Weaving Width Control for
Pipe Welding with Narrow Groove

Hyeong—Soon Moon " - Seok—Hyoung Lee - Jong—Jun Kim-Jong—Cheol Kim
Industrial Technology Institute, Hyundai Heavy Industries, Co. Ltd

Abstract

From broad point of view, seam tracking has been one of main issues with respect to welding automation, Several attempts have been
successtul for seam tracking of fixed weaving width, As a solution of the seam tracking methods for varying groove width, the visual
sensors such as CCD cameras have been adopted, Although the vision sensing techniques can achieve high accuracy, the weak point
is that well—prepared vision sensor environment should be required to obtain high—quality visual measurements which can be easily
affected by significant noises in industrial areas, This paper proposed an alternative seam tracking algorithm for narrow groove, A
special measurement device for arc voltage, in this study, is developed to enhance the reliability of the measured welding signals,
Based on the developed arc sensor algorithm, an automatic weld—width tracking algorithm is also proposed, which is able to predict the
weld—position more accurately, The usefulness of the automatic weld—-width tracking algorithm was well verified by applying it to gas
tungsten arc welding (GTAW),

Keywords : Narrow Groove(g] i), Seam Tracking(2&M &), Weaving Width Control(Y/2Z X|0), Pipe Welding (I0|Z 27H)
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