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S101 Acquisition step, which involves: acquire an image of a groove of a
weld seam, so as to obtain a groove image

First determination step, which involves: extract laser lines
according to the groove image, wherein the laser lines are lines
formed by projecting line-structured light onto the weld seam
Processing step, which involves: fit at least the laser lines, so as to
obtain a first function

Second determination step, which involves: determine a third
function according to the first function and a second function,
wherein the second function is a distance measurement function
for a theoretical position and a predicted position of a welding gun,
the third function is a loss function for the predicted position of the
welding gun and the theoretical position thereof, and the theoretical
position is a theoretical position of the welding gun in the current
weld pass of a welding groove

Third determination step, which involves: determine a predicted
position of the welding gun during convergence of the third function
to be a gun alignment position of the welding gun, and perform
welding according to the gun alignment position of the welding gun
Repeatedly execute the first determination step, the processing
step, the second determination step and the third determination
step until the welding of all weld passes of the weld seam is
completed
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(57) Abstract: A control method for a welding apparatus, the control method comprising the following steps: an acquisition step, which
involves acquiring an image of a groove of a weld seam, so as to obtain a groove image; a first determination step, which involves
extracting laser lines according to the groove image; a processing step, which involves fitting at least the laser lines, so as to obtain
a first function; a second determination step, which involves determining a third function according to the first function and a second
function; a third determination step, which involves determining a predicted position of a welding gun during convergence of the third
function to be a gun alignment position of the welding gun, and performing welding according to the gun alignment position of the
welding gun; and repeatedly executing the first determination step, the processing step, the second determination step and the third
determination step until the welding of all weld passes of the weld seam is completed. Further provided are a welding controller, and
a welding system for executing the control method. By using the control method, the problem in the prior art of inaccurate locating of
a welding gun during welding of a medium-thick plate can be alleviated.
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