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Abstract

A CCD camera with a laser stripe was applied to realize the automatic weld seam tracking in GMAW. It
takes relatively long time to process image on-line control using the basic Hough transformation, but it has a
tendency of robustness over the noises such as spatter and arc light. For this reason, it was complemented
with adaptive Hough transformation to have an on-line processing ability for scanning specific weld points.
The adaptive Hough transformation was used to extract laser stripes and to obtain specific weld points. The
3-dimensional information obtained from the vision system made it possible to generate the weld torch path
and to obtain the information such as width and depth of weld line. We controled the wire feeding rate using

informations of weld line.
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Table 1 Imaging processing time to extract the weld line
(+ : image size - 640x480)

Size | Point (c'irehgertez) 10 RhO(f;lxeD 20
5 | 0475 [ 555 0.728

1 10 | 0.765 | 0.992 | 1.269
300 % 15 | 1.002 | 1475 | L322
20 5| 0206 |, 45| 0.227
3 10 0.245 | 0.259 | 0.302

15 | 0.262 | 0.308 | 0.344
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