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Arc Length Detection by Spectrum of TIG Welding
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(1. School of Mechanical and Electrical Engineering , Beijing University of Chemical Technology ,
Beijing 100029 , China; 2. OEJ T, Beijing Institute of Petrochemical Technology ., Beijing 102617 , China)

Abstract: The welding arc contains abundant information. The relationship between the intensity of spec-

tral lines and arc length was studied systematically. The conclusion 1s provided that the intensity of spec-

tral lines increases with the increasing of arc length ., and the relationship is specific. Basing on the analysis

of multitudinous lines , the ArI 801. 5 1s selected to establish the formula about intensity of the line and the

arc length. The establishing of the formula provides a theoretical foundation for arc length detection using

arc spectrum.
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Fig. 1 Position of the 15 lines in arc spectrum
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Fig. 2 Spectral intensity in different arc length
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Fig. 3 Curve of spectral intensity in different arc length
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Fig. 4 Arc length in different intensity of ArI 801.5 nm
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