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Fig. 1 Experiment systems block diagram
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Table1l Experiment conditons of pulsed GMAW
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Fig. 3 Synchronization of CCD taking

image and pulsed current
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Fig 5 Image decomposed
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Fig. 4 Original welding
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Fig. 6 Weld pool image processing results
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Fig. 7 Comparing identified model step-response with

ariginal experiment response
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Fig. 8 Varying thick work piece sketch map
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Fig. 9 Weld bead width response of open-loop

with constant weld current
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Fig. 10 Closed-loop PID control curves
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Fig. 11 Varying thick work-piece photo under

closed-loop PID control of pulsed GMAW
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