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Gantry Type for Scrub TIG(Tungsten Inert Gas) Welding
Development of Welding Robot SDI Device and Monitoring
System
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Abstract

Recently, the TIG welding robot monitoring system for shipbuilding scribing is trying to improve welding quality
by checking in real time and taking appropriate and appropriate measures. In addition, the welding process and
welding images through various suitable sensors and cameras are predicted, evaluated, and managed by measuring and
analyzing results in real time. These systems are widely used for thin-plate welding in ship construction and scrubber
and TIG welding, which are proposed as an alternative to environmental pollution control in IMO. In this paper, the
quality monitoring of the TIG welding process for scribing fabrication is performed by real-time welding quality
evaluation, and the actual welding site application case and data are made into DB to contribute to the improvement

of welding quality.
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Fig. 1. TIG welding robot and monitoring system
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Table 1. TIG welding monitoring module

TIG welding robot 2000.X3000mm
X axis y axis, R-T weaver
TIG welder

Welder Ciller
Wire feeder

1000x1000%1100mm
X axis y axis, R-T weaver

Controller & Stop left and right
1 period Remote cont. Central shift
|—”—| |—||'| Current voltage adjustment
Creator
o e .
PWM UOEIHD 1 size Output signal : AHD
Width Input volt. : DC 12V / 500mA
8 2. PWMA of 24 Camera %é?;ﬂvggvzoggg
Fig. 2. PWM control method Shutter.: Ao
Size 1 45x75x140mm
Cont Noise filter Material SUS309
Remote i SDI insulating Conv Image capture
TIG apparatus ' board
. Image | _— welgir;g
P :
i o a3 3& 129 19 TIG 84 2 Azde)
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Fig. 3. Schematic diagram of the TIG welding monitoring
system
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Fig. 5. Comparison of groove types
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Table 3. Image control board specifications

In-output signal : AHD, TVI, CVI, CVBS

.SDI . Input volt. : DC 12V / 500mA
insulating . .

Port : image input, output : BNC-F(75Q)
apparatus ,

Size : 72(W)x33(H)x21(D) mm

Output port : USB 3.0 300-350MB/s
mage Input port = SDI, HDMI
Cap?ure Input signal : HDMI 1.4a compliance,
Board Support 1080P/60hz, SD/HD/3G-SDI

Operating sys. :  Window(7,8,8.1,10)
Size : 70(W)x100(H)x24(D) mm

INput signal : AHD, TVI, CVI

Output signal : HD-SDI, 1.0, 2.0

Resolution : 1280x720p, 1920+1080p

Conv. Input volt. : DC 12V / 500mA

Port : image input : BNC-F(75Q)
image output : BNC-F(75Q)

Size : 97(W)x60(H)x25(D) mm
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(c) Welding current and voltage of the proposed system
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Fig. 10. Weld start current and voltage
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