GMAWI A vl =8 gJAo]o] #d A
Control of Bead Geometry in GMAW
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1.ME-

Gas Metal Arc Welding(GMAW)2 gyt ola8-HoA] HAF RS2 shield gass}
AF, ALY 5 49 FE AAsA NG g 275 F29 &3] bR, A
3o HaEgs AANY ol wWie I3 FHe BE JA FRE AF 2oln §l
o 439 2A9 9 3 $AHR FAYUY Fa AAAL v=ERYE & F Qe
o, o]& Z(W:width), ¥°l(Hheight), Z°l(D:depth)2 FE¥ 4 Jrh(2P1) °] b=
3 AH(bead geometry)d £AHFHY &FHE Z1AF AAo] UEHHEF AojRozH
EFY $HFAL 98 F o AFY AAEE Y & AT

2 AFE 434 439 9¥9 £HIAEF dSstes v=2v|E FA487] H8,
A 94y @A A (nonlinear mapping) ¥l A43H ez HL45H1 e AFAUEY
2 (artificial neural networks)E ©]&38td], SHIFHAUF 9} ol U &3 v|= P
o] Aa#Ad 29L FIEF 1 299 inverse modeld T3t st H=YFE o
7198 3208 AR ojgA A" $3xAeo2 HAA £33 FRso ¥
= vz o] FHA A APHL2 HFIHAUG.

2. HEYMAOE 9 A3 2Y 21

B dRdqAE £HFAUSYd vey g FFFAE AHEE Aoz LFTAEF
= o9& 2o 9 Z(weaving stroke), 9 & E(weaving speed), EHAF(D, oIF
EE(Vs), £HAHV)S 3T AEFE Tt B2y AL o] LHFITANUSFY o
2t ¥sstA gt

LHFAAFY oo &t H=YA ARBAE AHsedHE ATNEHZTS
o] &3t} 1-F A7 3] 25 (artificial neural networks)o] &2 A A9 A7 = A (biological
nerve system)S ©&A 2dd J2E Fu Be Az JdZE JxdaA
(elementary processor)E 2 o]FojAt}, o] 72 AMNAEL TR Ndd AT
ZHA 2 QAR M2 fFridez dZdH glenz PN S (input)gt &3 A Z(output)
Atole) E7ZE 4B A(mapping)E FEAZ & Utk 53] o] FF@AI A v
EAQS /1A w 433 AdHoR AFAHIR o2& ALY & Us AoZ ¥EA
At B dFoA AMgd dFNFs=Ge HEoz de AEHE semi-linear
feedforward net2A] A £FTAHANA HAL FHo] Bred o]d H|=9 PH4E &
HEF 249 LHZTANSE degd oz g9, A2 (production stage)lA] FA
3te FA7IYolrt

AFANAFN=zHE FAHsY 83 4He ZA FdAH(learning or training
stage)¢} A4t A (production stage)®2 UrojRth g Al(learning stage)oiA= 4™
o] gj&yuide] FEHI oo w AFAAF 2N T4 B A (mapping)7t TI AT
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FoiZ Qs oz E8sido] AdE F HA FolAd EYvdnRy Lo we} 24
o] @49 715 X (weight)7} training algorithmell w2} A= o] A&t o
7t 48] Eojed o] FEHD AFNANZE WA Y&l 5B
AE 7198 QS E YA AAtE mapping characteristics& ©] 83 M=
¥ 9Esideoz RE Q93 239 AdEd. E dFdAE g L
A7t gol=t W¥oE WEIgo JvH AFANANEZLY ¥ o] =¥ (feedback) T
algorithm¢$) generalized delta rule& AH&3%ich

B adpdAe dgadds 4¥E 539 dojn SFIAUFLY A% F(Ww
weaving stroke), 94 £X(Ws : weaving speed), $HAFD), olFE&£=(Vs), &HAY
(V)€ input pattern®. 2 &3 Z+ %o I3t v =F(W), vl=Fol(H), v=A|(D)
& output pattemo.2 3l AFARIEZPo| wtEHo 2 o] Alole] FAE LA}
Fojuye Wo s IJFL APsid RS FIh BEF Joz2 v=9 FAL input
pattern®.2 331 2HFTAMWSFE output patternE 3l AFEFo2 FAHE
inverse 29-& F&#ch. FYAZL 93t v=EZHE, Fol, Ho|)E input pattern =2
3o AFAANZRL 3 FIH inverse modeld o] £8e] HA £HPx2dE EA @
t}. nlAlgto g o] £HZA 2 APso P& AxX 4 A= v=gAY 2%
g vlzgozn 2dd ZAY v=Yd AojdsE FFEH

torch

electrode
- 3"

[

Fig 1. Bead geometry Fig 2. Schematic diagram of neural network
’ model for GMAW

3. 2d4d

£ 7oA Transistor Inverter o419 AA2¥ DC 3504, 36V $HAHEE
A28t COYMAG 874718 A}23+e bead on plate W4 o2 APsiych ojd &3
718] Ex¥E weaving FXel TAANAH T%3, $HAHE DC Servo Motorst
ball-screw ©]&$&X2 TEEHE X-Y Tabled] A8l £45 yagld o EX
o AEL HAHFHY ¥ £HEEE DC Servo Motore] £E& xHste ¥
A SPANEE g FE2E FAFWKSDIS0)CZN EF 100m, FA 12m, He]
300m= 71Ede ALgsa B 1de AMLE AHe AR AH 4F2E UEh
th 1Y 38 B dFoA FAS A3 AFEst =AH o

SHARE TAMNE AHEs 24T A LPNRELY AF HYE WY 2
Nzxrzxd AR 5, LA 102 £5E 152F09 B3¥& PFde $HAR
& Fagh. £-AYL 28VE dAHA DAAA ALAT). weaving speed R
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weaving stroket Bug_O SystemsAt2] Speed Weaver I & A}83to] Z+z+g w3lA]v)
AA AP vtAgez 8HEEE §3H7] EXE weaving FX e A 3¢
g o] B8 DC servo motor2 A ooz EXJ} o]5dt= ARE FU.

Chemical Composition (%) Mechanical properties
Size X Length
C X100 | Si X100 |[Mn X100} P x1000 | S %1000 | Y.P kg/m Psi | T.Skg/ax’ Psi | Elong (96)
100x12 0.19 0.15 0.30 0.03 0.03 25 4 24
Table 1. Chemical composition of specimen
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Fig 3. Diagram of GMA Welding Experimental System

4 A3 A #4

5 A4S 838 bead on plate WA 22 §3E W, $FTHAFY =Yy
e ZdE QFANANZGE o] &t Ty A% A¥gAe 49y v=YIYE o
7l A% $HZAL 2 inverse model2 TFaA R FAFs= AP Fgolr).

a9 4(a)e oSk e =9 Z ko], oo WtE el xoltt, A
<2 280A, H}-& 28V, weaving stroke: 9.3mZ dAF s T AFSAY. EW), =
°](H), Hol(D)e ol¥&Er7l F7HE4E A2d A& HA¥YS 53 ¢ &+ Ut 29
4(b)= weaving strokeo] @& W=¥4go] ¥stE JEbd Tgxeld §xde AR
250A, ASF 28V, o}$&xE 302m/min 2 HAATHAT. F(W)L weaving storke’t 718
F 5 F7FslA g, Zol(H), Zol(D)= weaving stroke?} 71342 A%} E AEe 4
& 53 ¢+ UdAh

a9 5@a), (b AFANAZNZLS ol&3ld FHFAWSFY v= Yyrtole AaHd
AE 3% AHXE =AY 29 5@ AFANE3 229 input patterno 2 AT,
8t 918 Z(weaving stroke), 1W< % (weaving speed)& AMR3H4t) vl Ao F
BRAE 4% WA A& 2 7 A 1Y 5b)e 9FAE3N2%9 input pattern® &
R4 FW), £ol(H), Hol(D)E A48ttt a2 g F3A ¢ &+ UKo v=

Mo

-173 -



o] dF errorgo] 4%v|He g A £H2AL FAHYG

19 62 dde v=gde §7l A $HxAE ATNAY2Y 2d2 7 H,
2 xPez AYE 3o AFH vi=yys 40D v=P4e oxE Jehlgid 9
R V=4 433 v= %‘%4 LA gRE 10%v| ez 35U

5.8

GMA 83 AWe & o SHITAUSS V=g BAE FH3E Aol & AFY 53
oo &3 gL FEL U + AU

AA, &4 o$&E7} FHNHESFE v=9 Z(W), Fol(H), dolD)e Z2dde AL ¢ + 4
et

=7, 91 Z(weaving stroke)©] —57}§ =9 X ZitEA|g, Fol, dole FAudE A
2 ¢ F AU

A, GMA $HAA e & o S£HFTAAFA AT =Py Y v=Fio] ¥ &HTA
Hg Q332 298 53 A%s 78 ¢+ A}

A, AdFAAEY 2dE S5 Y5 vy die 2J2AL 2L F UN g 4
PHoz AZHnaA YWe] Futsl: GMASHAA v=J4E AdY £ e PEL AA
&t

nes _
1) AWS : "Welding Handbook”, 1991, pp110~155

2) ZAQE YAF : “gH ofa L 2§ F9 A5 2 SHY £ HY", AFEHEYA
1598 13, pp26~35

3) AT, YN, BB “AAHHEE o)L GMA £ FAAAMY £8A9 27| A", U
¥2HEg3A 128 18, ppo9—~72
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Fig 4(a) Bead shape v.s. travel speed Fig 4(b) Bead shape v.s. weaving stroke
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Fig 5(a) Error distribution of training phase using neural network model
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Fig 5(b) Error distribution of training phase using inverse neural network model
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Fig 6. Error distribution of bead geometry control by inverse neural network model
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