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Development of Intelligent Filler

Wire Feeding Device for Improvement of

Weld quality

J.S. Lee, Y.I. Sohn, K.Y. Park, K.D. Lee (Institute for Advanced Engineering)

ABSTRACT

This paper describes an intelligent filler wire feeding device which can control

.seam racking and the filler wire speed by measuring the gap position

3- dimensional

and;the joint gap width 1n

laser welding. By means of visual semsor controlled filling the missing material into the joint gap

and 3 dimensional seam tracking,
of
defects.

lineup jigs and weld robot
In this paper,

can be balanced and at

lineup errors from manufacturing tolerances and the repeatability

an even seam quality which avoids weld

we assessed weld quality in 2mm sheets of AlI6061 which had various gap

width by using the intelligent filler wire feeding device.
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Fig. 1 A6061 2mm thickness sheets with various
gap size
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Fig. 3 Input voltage to the velocity of
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Fig. 4 The image according to gap size
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Fig. 5 The measurement result according to gap
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Fig. 6 The speed measurement of filler wire
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