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Research on the weld geometry monitoring of MIG
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Abstract: The geometry of the weld directly determines its residual stress distribution and thus affects the qual-
ity of welded components.In order to use welding parameters to control the weld formation of galvanized steel sheet
MIG welding,a strategy of quality monitoring combined with back propagation neural network and analytic hierarchy
process was proposed. The feature points of the weld were extracted through image processing technology and the fea-
ture parameters were calculated. The relationship between welding process parameters and weld geometry parameters
was analyzed through a large number of welding experiments, and a back propagation neural network prediction
model was constructed. When there was a large error between the expected value of the model and the actual value of
the welding experiment,the analytic hierarchy process was applied to determine the welding parameters that need to
be adjusted.The research results showed that the decision-making method could be used to adjust welding parame-
ters online to obtain the desired weld seam,which layed a good foundation for the realization of digital and intelli-
gent welding process.
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Fig.2 Flow of image processing algorithm
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