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A Study on Image Processing in Vision System for Arc Welding
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Fig.5 Joint and edge point
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Fig.6 Distribution of calculated groove width

Table 1 Comparision of image Processing times

Central difference
method
Spatter in joint+edge N.A. 230 ms
the image joint N.A. 215 ms
No spatter in |joint+edge 180 ms 240 ms
the image joint 177 ms 226 ms

Hough method
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