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o) Agdues fie, £4F fFEY 2L gusteE FAUSEE A A ZHreal-time) &3}
o £33 BAyYste o T o3 JFE AAReR BAT F e A" AL E 2RSS
o] g% £HTAY AAE PFoz A7 IPH: Yt

McGone”3 McGone 2 Chadwick®e ZRAWF(EAEAR, olaAdY, €4&E, 3L, £458A
) dg MBRHAE olafHd HLF v=gge] 83 mde] wE 3%, Doherty et
al®e GMASHE o83 HEgdAY FAAS Alojo] £33 B, Raveendra®} Parmar & M|
=yA 9 378 428 £+ e %Y 2Edg Hz=2 COp ofZE&8H Wi HEEHATh
Chandel®e Hz2 2947 (factorial design) AFLHE& GMALHZT A HEstgon, F3AF
9} bead-on-plate HI=EAFe #AAE A7 o] A7AFA wEA LHAFI H=FH A
M 2 4Ee v, AYAAZRY AAY 5844 Rde vuy JFsA v=gdLs 95
F Atz FAsPe. AZdE £8A 2dy AFd AFTAT FHA ABI2EE ol &3o &
HzA A4 2dMAd] o453 gtk Cook et al®e AAHNZHRL o] gatd &£HFTAL 2
3, H=37]8 d3ste WS HExE AASATS. FFRFE §H3ARF, of2AY, EA ol%SH
T 2 A3 $FEEE AFI2 P dYPoz ALEa, v=ar] FES AA2Ye E¥e=

e 8% 4o E A4HR %L bead-on- plate EZA A& stell= A7 Joen GMA &3
A g 3ol el §XF AN B¥E =3 SHxAG dadAet HAe Y=
A AR B3 FHQ RdHHo] AFE AAHOE oo hF A7t AF3 8T7HIL UG

wetA, B d7E 2ok 4HQ sHASA e GMA ol38H FAMTS] A5 R AA "
HAAE 2457 A5t 2Q4 Al(factorial disign) 2FWEE ol§std nFH7 FA(RV-AH32)
o £HAYE AANTT ZRE o] 8F GMA o2 EHY R EHA §HF- Heo 9¥E A
Ae §F H=Z23 34 HFEde A AE dede 24E AEsy] Hstd, 2323 HelH

g 7122 AFEYAARA 2 F4 HAY), A3AFI2Y 2dE Jdete, 2l MY R
A G =9, A P2 AF F34 2dS AR Ast] FHHA 43E 4
N g APZAFHE o) &ste 5 AR HuEANE F3ho %yl A 8T HAY
4d=xd 2d8 AAstdth
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HA 1320 44L& 98td A AHEE APHELS 150mm X 200mm X 12mme] BV-AH32
(KR-RA32, ABS-AH32):1 A7 #A2ZA A AadFx2EN F2 AMLHD Jrh 71AH AF &
F3at7] st AEHES dASFoZ AFHET T KS B 0801 13A2 AFAFEHE AR 4
Yo A3 £HBE ndEHE(EF) nFY ALY Solid SM-70 6typeol I, A7 1.2mm, 23E 7}
2% Ar 80%, CO2 20%2 Algstgen, @ Eolt 15mm, EX4EE 90° 2 3tx £3E 3ty A
o] AgHe] W] 7134l Sealing beadE 140(A)*20(V) X 22em/min . & AT 51427 @A
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BV-AH32& AM¥H22 st GMA &4718 AH&std $273] 2di7] §4& 49 38U

3. 4849 ¢ »&
3.1 7] &4 (butt welding)d] § H|=Z g2 AA

AYAHAE o83l §F ¥EES d=3ta, dHAFEHN F U =E Aol AT AAE XAE
7] 8te] AN FANAHAL APZAAEZEE thE 37 £ (multiple repression analysis)
Mg o] gate] MAFAL o] WA S AAEY] Y3 FA HFH T2 P SPSSE o83
on, SHFA WAFd HFEe AFE FELS S F AU HIAHRE ol L3t Hawis
(Zpass)oll WA F HI=ES A4 F de T D OIS AFIHey g 2o

o)
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ERE R

2pass  Wr=-—33.292—0.105/—0.405 S, +3.25V (1

opass ~ Wp= 10 ~2H6 7208 g 045 /651 -

ARE oty Ao AP S vn - EAE7] Y3t #AE A (variance technique)E ©] &
dtgon, AAE HANES] A& HFQ A(standard error of estimate), & 3-3 & A 4 (coefficient of
multiple correlation) 831 2 A A5 (coefficient of determination)& A&t ch 3 Fig. 12 2
Hoz ZAd #4 AAY AL L FALAHAE o]l gdto AL @S AT 1 E(scatter graph) 2
vela, A83lA HEE o83l EF FE HHY ME ZAFA

Fig. 29| w2w9, 2passollA AA4d FAA € FAHe] HAAE oj&3ste A4td gto] & 3T
o 4 A
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Fig. 1 Comparison between measured and calculated for top bead width(2pass) using linear
equation and curvilinear equation
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Ae H2¥std wEA Fig. 20 Jetgidoen, dE5g3 S35k vuz 2 dX3
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Fig. 2 Comparison between measured and calculated for top bead width(2pass) using neural
network
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GMA &HAgstdllA HAHe &8z AAo] 7MF F8F 2delH, o2 FEE €437
A8 HHeo #84 wdo ARl aFdY. UA 71 AFAUE o] &3 F7A 48
631 A dth F7HHA 489S Fate AL APAAE o] &3t <ol AT A A
A, AR 2Y g o8t A5 AAHA dIFE Wn - BAst] HHe By=A
dg AAsdo #7140 49S ot Foid vEarl(F H=EZ)e e HHo $¥=x7

AAstz] st @ AN, IR, vpARez A7z g o &ad 53
B ddFEe vE - BNE AHE Fig. 30 YeEtdth Fig. 30 @2d AAg2% 2de vusy F

THSAR A R IAYHYE ol &5 AT FL T LAV EAFS ¢ F UG #
2 GMA AEst §3HA d99 Bl=arld HHo g4z A4 Ede AP mdyds
Fig. 322 & + UU.
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Fig. 3 Comparison between measured and calculated top bead width using a neural
network and multiple regressions
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