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Joint Tracking System for Butt Joint Welding Process
Using Eddy Current Sensors with the Condition of No Gap Distance
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Abstracts In recent years, much progress has been made in the automation of welding coped with a variety of highly flexible sensors.
Among these sensors, only the eddy current sensor can detect the center location of the butt joint whose gap distance is zero. Thus. in this
study the eddy current sensor is used to develop a robust and useful joint tracking system. The developed system is tested to qulify the
performance of the system and seam tracking algorithm is proposed and two simulation are executed to show the performance of the

proposed tracking algorithm.
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