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A study on the mapping between welding parameters and back bead shape
in orbital TIG welding for steel pipe
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AEFA7% 3 2 P (artificial neural networks)ol &2  Ax|9] 417 Z2(biological nerve
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Fig. 2 Bead geometry estimation

Fig. 1 Dimensions of test specimen by artificial neural networks
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Fig. 5 Back bead shape to wire feedrate Fig. 6 Back bead shape to weld current
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