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A study on the development of automatic welding system for pipe welding
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Table 1 Geometric parameters of designed vision sensor

parameters f(mm) B(mm)

0(degree)

V(mm) H(mm) Ny(pixel) Ny(pixel)

value 15 100 20

4.89 6.54 494 768
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Welding torch

Intefacing - -

CCD camera

Fig.3 Vision sensor ~ Fig.4 Image processing for measuring seam position and gap size
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(a) Excessive convexity (b) Excessive asymmetry

Fig.5 Image processing for detecting weld defect
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Fig.6 Window-based integration software for control of automatic pipe welding

Fig.7 Experiment results
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