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Table 1 Welding specification

WA 0/°) LM I/A WA I/A AT O/(L-min”)

15 50 160 10
30 50 160 10
45 50 160 10
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Fig. 2 Arc energy distribution
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Fig. 3 Welding pool image filtering
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Fig. 4 Butterworth high pass filtering
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Fig. 6 Histogram averaging
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Fig. 7 Edge extraction and curve fitting of weld pool
image
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Fig. 9 Weld pool image with different welding torch angles
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Fig. 10 Penetration of different weld torch angles
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