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A Study on Development of Algorithm for Predicting the Optimized
Bead Geometry
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71€2A 714, 3%, A7), AA, getEole] Ao vE By AJsesn goenz &
HE3AS o8 og sAsedole A7 U dwtHoz LHAE & I 4o
Zhi A o2 sk A Waie} WY L AFLY Fo] WAIA FHol £HR A
g ddo] "t wEkA ol EAHES WAAY, HAHE7) A% o8 A J)E
A wyso A7 m Yot

U A= AW e 715908 REoz Qs HZ S0 n% s AN}
B4 FAH3 glon o] A% AFd ¢ FA F48] FAHT Yot 2 Ede 2
AsE At Yad SHN FHAN2HNE A& A7 22 A12HT 9o ol 4
Mu BE AAe 8o 234 F/HED e FAolth g HZ SojAE ¥z oz
olul AFAF Al2=g ol&F £HEA Aoy AFAE 7)&e] AL gt
AT H=g AT BAE 8434 242 Awss dFE Drayton”d] o8t Hz
2 ANFHAAY 2 olF BE ol aElx A¥H EdEo] /EHAt Chande & &
22 8943 AU E S GMASHIT A HEsen], $4US9 bead-on-plate H =
B3] BAE AR o A¥ETE £HAFI vz I 2 JFS v 1,
AZFA2RE Mgy 783 AL AEA H=FAe g2 £ YU AL Y3
Atk Kim et. al? $& A5 =gy Alole BAE FYste 94 A5y 2R
SHA LY ML og BnYFL MU H2d 8oz mdLday) o
okl WAz RE ol8ste HIste AT7t Bol Y8t k. Cook et. al?, & A
BI2YE ol 8dte £HFAEL BAYsn v=AV)E dEate Wee HzxE AAFHY
o FANSE SHAH, olAAY, EA o)FEE D A3 $FEEE AAane
HJoe Agau, Hl=ar] FES ANRAED 2802 59 Al (mapping) BAS &
&F §8A9 2718 AZ3Ht Kim®e A2 e o] gstd FAARSE(s}olo) B,
SHAF, oladet, $HEE, 7t 2 vSYASHEE v kzo], Y], H|=
BA)E AT AP osto] ANY G} AYANE vnEMES HH A
ALE AA4skh

2 dT7Y EH2 2R GMASH FARANA Fo7 v=@ibe) diste] Hao ZAMSE of
& ¢aEE MUstnx doh o] BEE FAs7] Asle 2RG o839 GMALEHA
3T TAsE o8 kA BE AolEr] 9 $8H mdle AwEr] Yste] Px2 o
A H(factorial design)¥P-& ol g3t 4P AAsAUT APYANE o]l YL
TAZETY (SPSS)E ol fdle TR} vl=ar)ge] BAE dFsn Ay WYL
AL Agd dE4E 7122 o Folz H=dAd Z2AWSE dE2eugdSL )
% 371 8k #HA A5 Y (east square theory)S o] &3te] 7ldtE A AL ouwsa|Z )
EE JiEE ¢neFE ol&std FH3AQU 4PL AAET oEE FANSET AYPpe
@ EAsiqi,
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253 £HITATY BRES o] 8% £ BRE B FASL 2dY, A g3 &4
F39 Aol Fol XEHM, o)FM EdFPL s1F F233F Hioit Yyt mdaye
HE4d71 3 $geste] F L A5z Add AF 27 ARE ATE 5 Ue 8994
¥ (factorial design)¥ & ol&3te APL AA s

B AEE o A9 FHUFSE golo] AF, £HAF, ol3dY, £45E Folg &
go4E HEZ HEFo], £9c], H=dHelt}t 4718 FARL 4 leveld §AE
Table 1] el

Table 1 Welding process parameters and limits

Variable Level Coding
Unit Low | Middle | High | Low | Middle | High |
Wire diameter mm 1.2 1.6 0 1
Arc voltage Volts 20 25 30 0 1 2
Welding speed | cm/min 25 3 41 0 1 2
Welding current Amps 180 260 360 0 1 2

AYL 93td 28 GMA o3 4H7|= EXYdy 28 £444 AXF We-F2TA 6
% ZX(ABB1500)E AE39x, 44 AEH 7132 Mol ¥y e wrar) 9sio Z
2& A8t Hdd ¥ dyvaoez wiRe QS s APl AMEE APHL 200
X70x12mm F# ] SS400 472§ YIdZAAZA A|PH SHs}nA 3= PAL
Hel = 2FAIY, AE T oA £FAT Yol HA ¥EE stainless wire-
brush& 73] ot

AFARE £HAa AT g, 87 FARFE T23Y FYE(program unit)E
o] &3l ol AFPAL I F RS olE3d £HET HAFL NH2g FHWUSGE
Z2ay FUEE o &dd Az2aWsstn ALsted £4¢ £330, v=av|g &3
371 Ys] 2HAFHY Jt2SE FU BEAA wire cutting machineZ Al&3dto 23
FEE AAEF 94 (polishing) @t} v =3 4e vetdlz] sl AgH 922 93]
I HNOs 3% + H:O 97% Nital 948 o] &3l o3l 2L AIgH F=Z9 oAd
He ug 109]e] F& AvjAez AAE A 2AY F HFHAM v=arg =
3t

3. 492% 2 ¥4

31 484 =4 A .

BEas)E stolo] X7, $PAF, obAAY, $UEEC) 5] FP ViTE AL 4
YARZRE ¢ 4 U TP22 FHEHE AW £AHA 2Y QYL Fojy Fy)
zo AFS YA37) AF FYAFES 27 Fulvold Yoz 4T £ U 4
FAUFE AT S$YAR(y )& HMEAVNMISE, vEge], $hYol, H=BH) F 3

oln} s Zo] Uehdg®
y=f(DSIYV) (15)
¥ a7e 2239 BAL vEasld 3PU4E 9% 2 999 22495 BAE A7

7] St A4 WAL Mg, 4] M=A7)o HAe) 2dE HAsE ol
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y=d1+d2D+d3S+d4I+d5V (17)

A714 d,, di, ds, dsy ds ¥

4719 JEAS v=FA) Alole] AFagg ATy st HAe A4 FEE= dF
8] 9 8 A (multiple repression analysis) & 71232 FA43 WYL o] &3} o] £4
95l AL EA4 29 SPSSE ol 434t

HEgAHEE bSio], 24900, HlEwWA)L o&stn FHAApe vlegidale A5
BAE ZAFE7] Y8l AN S ddAHZEY Awsidden g3 #,

2
=

= .

W = -0.4942+4.0935D+0.3763V +0.01747-0.18555 (1)
HIE ¥

H = 4.6132-0.3611D-0.0957V +0.00857 - 0.0232S (2
49 Hol

P = 1.5613-1.5463D +0.0169V +0.01687 - 0.0358S 3)
HE B

Ay = -194323+12.6498D +1.3205V +0.17421 - 0.9630S (4)

Nae 8y zdo JFPJL A € E4387] Hstd BAHEY(variance technique)d
ol g3t e, Table2d Holr NEFd HAZHEY AEEFL A (standard error of
estimate), ¥%4aA 4= (coefficient of multiple correlation) 283 A A4 (coefficient of
determination)& B o Zt},

Table 2 Analysis of variance tests for mathematical models for bead width

No. of ) Standard error of Coefficient of Coefficient of
0. of equation estimate multiple correlation | determination (%)
1 0.7315 0.9626 92.67
2 0.5014 0.8465 71.65
3 054198 0.9291 86.32
4 43913 0.9674 93.59

32 A9 FAAMSF d45F

ol A R 5 Bde gojo] A, olANR, £HAY, £HEEY FAslo H=
E dlsgo], 89440], vl=dHy el F5AAE vehfin Uk

2REH AF A HAS ¥=27]7F Fo|AW o] H=AariziE FAUSLES

e 2de Aedes Aot Hx % Y(least square method) o] &3, TAHAYSE
vleaziel #Adte] g WA oz BE Ao

8=(070) o7y o
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(] (xl)

v=[y; y2-— y,) 0=[6,6,--9,] o=

0] (X])

J@g ves 37 QA AL o B2 Yehyi,

WY = 4.0935D+0.3763V+0.0174I - 0.1855S _ 5
HY = -0.3611D-0.0957V +0.00857-0.0232S (6)
PY = -15463D+0.0169V +0.01687 - 0.0358S )
Ar¥=128417D +1.3301V +0.17571 -0.9536S (8)
CHE
WY=W+04942 , HY=H-46132 , P'=P-15613 , A;"=A,;+210187
y=819 9
o 7] A
w*¥ D 40935 03763 00174 -0.1855
ye H" o=V o= | -0.3611 -0.0957 00085 -0.0232
pPY | I -15463  0.0169 0.0168 -0.0358
Ar° S 12.8417 13381 01757 -0.9536

91 o188 N2hAAIAE g5 2ot

D -06056 -0.3224 -08623 015801 WV

12 -0.8806 -9.2056 23640 03065(| HY (10)

I ~123.2672 -94.1992 -656782 28.7361|| PV

S -32.1039 -34.6249 -20.3935 6.8044|| A,V
aypz oo, olZ A, SHAF, SHSEANLE g 2o,
D=-06056W"-0.3224H" -0.8623P" +0.1580 A, "~ (11)
V=-08806W " -9.2056H " +2.3640P " +0.3065 A " . (12)
I1=-123.2672W "~ ~94.1992H "~ -65.6782P " +28.7361 A" (13)
S=-32.1030W " - 34.6249H ¥ -20.3935 P ¥ +6.8044 A" (14)

4.4 &
GMA &471& °183% bead-on-plate83 & TAF F oo v=g P g HHo

FHUFE 45T & Ut LYFS ALsden 2719 4YS Foof o) zaAse
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2 Alggrch

(3) GMA £R8FAANAN HAA$EE ol gt Yoo ni=aye] h Ao T
4z Rde o) gt AN oJERT A¥ATs vm - BARA

@) 98} 2 AFARE AJARNA 7Y H=AVE BFFY] ojE FEA &2
Hoz AojgezM gAY £HARE AL F Ue £49 AAX AF R A A
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