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Abstract A method conbn g teaching and visual correction forweld sean tracking & presented to realize whotic auto-
maticweldlng In thismethod a laserbased vision sensor is applied to traditional teach ng and playback welding robot to
m easure deviations between the teach ng path and the real path  then the wbot contwller adjusts the moving direction and
position of the weldng torch accordng to the deviations and teaching pathk hence the sean tracking function can be fuk

filled Experments have been conducted w ith an expermental system consisting of a 6-DOF whot and a lserbased vision

sensor and the expermental results danonstrate the valdl ity of the proposed m ethod
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2 Hl2% ABIE R Y B ( Configuration of
the robotic welding systan )
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Fig 1 Stucture of thewelding whbot systan
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3 MEYEIIERE (Principle of visual

correction)
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Fig 2 Franevork of the antan ated welding control systen
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4 I 545 (Experinent and results)
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Fig 5 The experimentalwelding robot systen
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Fig 6 The result of teachng and visual correction experiment

5 %52 (Conclusion)
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