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Lacuna Position Sensor System of TIG Welding Rapid

Prototyping Metallic Object
LUO Yong', WANG Fuming', ZHANG Hua’

(1. Jiangxi Science and Engineering University Nanchang Campus Information Engineering Department, Nanchang
330029, China; 2. Robot and Weld Automatization Important Lab, Machine and Electricity Graduate School, Nanchang
University, Nanchang 330031, China)

Abstract: TIG welding rapid prototyping principle and metallic object lacuna were analyzed. According to the
character of lacunal welding line, the metallic object lacuna position sensor system that was different from the
conventional weld sensor system in investigating object was put forward. The system configuration, work flow and
lacuna judging arithmetic were detailedly introduced. Base on experiments, the lacunas of metallic object can be

effectively and exactly judged by this system. Then, the particular, size and position image of lacunas are presented.
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Tab.1 Information of welding line lacuna

HERBER X BR Y %45 7 M ER B T #R
B /mm / mm / mm / mm?
0810200001 127.15 258.23 6.0 3.2787
0811240010] 282.63 125.26 16.0 0.3951
0812060002 78.82 184.17 8.0 0.1233
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