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Table 1. Data sets used for Training(1-15) and Testing(16-24) of Neural Network

Test Thickness Leg Travel
Number of Plate Len%th Penetration Voltage Speed Current

(um) (mn (em) v) (ma/s) (A)
1 4.5 4.7 0.5 19 4 200
2 4.5 4.35 1.125 20 6 200
3 4.5 5.5 1.5 21 4 240
4 4.5 6.65 1.81 24 4 250
5 4.5 57 2.0 24 6 260
6 6.0 6.0 1.4 21 4 230
7 6.0 6.5 1.7 23 4 250
8 6.0 5.35 1.82 23 6 250
9 6.0 5.4 1.97 25 6 270
10 6.0 5.8 2.12 26 6 270
11 7.0 6.5 1.25 23 4 240
12 7.0 6.85 1.8 26 4 260
13 7.0 5.1 1.88 25 6 260
14 7.0 7.25 2.32 28 4 280
15 7.0 6.02 2.5 28 6 280
16 4.5 3.8 1.0 19 6 200
17 4.5 4.95 1 22 6 240
18 4.5 5.7 1.2% . 22 4 220
19 6.0 5.1 1.63 22 6 230
20 6.0 6.75 1.85 25 4 270
21 6.0 5.3 1.68 24 6 240
22 7.0 4.9 1.4 6 240
23 ‘7.0 6.7 2.25 27 4 280
24 7.0 5.65 2.4 25 6 270

Table 2. Data sets used for Training(l-}O) and Testing(31-39) of Neural Network

Test Thickness Leg Travel
Number of Plate Len%th Penetration Voltage Speed Current

(mm) (mm (zn) (V) (mn/s) (A)
1 4.5 4.7 0.5 19 4 200
2 4.5 4.9 0.8t 20 4 200
3 4.5 4.35 .125 20 6 200
4 4.5 5.5 - .5 21 4 240
5 4.5 6.25 .67 22 4 240
6 4.5 4.3 .75 21 6 240
7 4.5 6.4 .9 23 4 260
8 4.5 6.65 .81 24 4 250
9 4.5 5.0 .94 23 6 260
10 4.5 5.7 2.0 24 6 260
11 6.0 6.0 .4 21 4 230
12 6.0 6.35 .53 22 4 230
13 6.0 4.5 .59 21 6 230
14 6.0 6.5 1.7 23 4 250
15 6.0 6.6 1.75 24 4 250
16 6.0 5.35 1.82 23 6 250
17 6.0 5.7 1.835 24 6 250
18 6.0 6.95 1.9 26 4 270
19 6.0 5.4 1.97 25 6 270
20 6.0 5.8 2.12 26 6 270
21 7.0 6.5 1.25 23 4 240
22 7.0 6.6 1.32 24 4 240
23 7.0 5.6 1.6 24 6 240
24 7.0 6.6 1.69 25 4 260
25 7.0 6.85 1.8 26 4 260
26 7.0 5.1 1. 25 6 260
27 7.0 5.7 1.93 26 6 260
28 - 7.0 7.25 2.32 28 4 280
29 7.0 5.45 2.37 27 6 280
30 7.0 6.02 2.5 28 6 280
31 4.5 3.8 1.0 19 6 200
32 4.5 4.95 1.8 22 6 240
33 4.5 5.7 1.25 22 4 220
34 6.0 5.1 1.63 22 6 230
35 6.0 6.75 1.85 25 4 270
36 6.0 5.3 1.68 24 6 240
37 7.0 4.9 1.4 23 6 240
38 7.0 6.7 2.25 27 4 280
39 7.0 5.55 2.14 25 6 270
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