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Abstract: A vision based method for initial point positioning of micro butt welding seam was studied in
order to automatically position and weld the welding seam for the welding-robot. The method could be
divided into two steps as follows. Firstly, the images of the workpiece at different scale and rotation
angle were obtained and a typical template matching library was established, and then the initial point
location area of the weld was extracted by using the template matching method. Secondly, the Shi-
Tomasi algorithm was used to detect the corner points in the local area and to calculate the corner
position at the sub pixel level. Fifty images at different heights and angles captured on the spot were
used in the experiment, and all the initial points of the micro butt welding seams were detected
correctly. Experimental results show that the two-step localization method has strong robustness,
high positioning precision of a regular boundary or an irregular boundary. This method solved the

problem of micro butt weld initial point positioning, resulting in a satisfactory result.
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Fig. 1 Vision tracking system of micro butt welding seam
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