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Fig. 1 Seam tracking system composition of mobile weld-

ing robot
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Fig.2 Flow diagram of the method of dynamic tangent to

weld seam
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Fig. 3 Welding current waveform after real-time wavelet

de-noising
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Fig. 4 Position relationship between welding tractor and

welding line
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Fig. 5 Seam tracking path diagram of welding robot
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Fig. 6 Simulation results on sine wave seam tracking
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Fig. 7 Experimental result on welding seam tracking
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