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A Study on Real-time Control of Bead Height and Joint Tracking Using Laser Vision Sensor
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Fig. 1 Schematic diagram of vision sensor Fig.2 Vision sensor mounted to the welding robot
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Fig. 3 System configuration Fig. 4 Coordinate systems used in the experiment
{B}: Base coordinate frame
{R}: Robot coordinate frame
{S}: Sensor coordinate frame
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Fig. 5 Schematic diagram of laser stripe finding Fig. 6 Processed image and the found feature points
and thinning algorithm
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Fig. 7 Controlled experiment result against 5 degrees deviation

in horizontal fillet welding
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Fig. 8 Controlled x, z coordinate values against 5 degrees deviation
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