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A Study on the Weld Line Tracking for Multi-layer Welding
with Weaving Motion
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Fig. 3 System Information for Path Generation
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Table 1 Parameters for Test with Weaving Motion
Weld velocity ( V,,,s) 2mm/s
Distance between measured points (d,mwu.E ) 6mm
Weavinig width (2d,,) 4dmm
Step time (¢ ,,.,) 0.2sec.

(a) X Distance Error (b) Y Distance Error
Fig. 4 Distance Error between Target and Torch Path
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