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Fig. 1 Welding trajectory recognition sensors
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Fig. 2 Principle of welding assisted by structured light

vision
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Fig. 3 Trajectory recognition process  of welding
assisted by structured light vision
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Fig. 5 Target area identification results. (a) image ROI
extraction results under strong arc splash; (b)
image ROI extraction results under weak arc
splash

12 BIEMFFHERRE

VIR B RFIE S N1 6 B, Horp Te_c o
ARAE O i, B AR BB 19 F AR R R
2 P i 2 ROI AR IR 4 O A 20y v
AR ELT I 8 SR K E A O AR SO L)
PR B 7d 5B 8d nT LA H, BRI
ZRAE S T WS AR A% Y s TE] AR AR A L. AR, DA
FOOPDLEBR R N AR, BRI N E
i, [ AR AR R 2 (AR — — W e R

Te | Tec Ter

ed-1 /*<|7 ed-r
Te b

E6 VREEFES

Fig. 6 The feature points of V-shaped seam
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Fig. 7 Laser stripe centerline extraction effect under
strong arc splash. (a) initial image; (b) otsu
threshold segmentation after median filtering; (c)
morphological processing; (d) extracting stripe
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Fig. 8 Laser stripe centerline extraction effect under
weak arc splash. (a) initial image; (b) otsu
threshold segmentation after median filtering; (c)
morphological processing; (d) extracting stripe
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Fig. 16 Teach trajectory correction model
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Fig. 24 Welding trajectory in the XZ plane
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