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Development of a quality-assured welding system by fusing the numerical
simulation and the in-process monitoring techniques

Ogino, Yosuke
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In this study, the heat source and the molten pool phenomena during the gas
metal arc welding process are discussed by using numerical simulation. Relationship between the
process parameter and the welding results and molten region appearance are investigated. In
addition, a method to clearly observe the molten region is constructed, and in-process monitoring
technique based on the relationship between the molten region behavior and the welding result shown
by simulation results are constructed.

Consequently, a series of technique for quality assured welding system without pre-process and
post-process is constructed based on the welding phenomena during the process.
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