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Research on program for determination of suitable welding condition for the curved block.
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Fig. 2.1 Relationship between welding current and welding voltage
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Fig. 2.2 Relationship between welding current and deposition rate
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Fig. 2.3 Deposition area in fillet Joint
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Fig. 2.6 Configuration of Neural Network

Fig. 2.7 Flowchart for determination
of suitable welding condition for the
curved block.
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