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A Study of Arc Sensor Modeling Using Artificial Neural Network in Gas Metal Arc Welding
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Table 1. Optimal scaling factors in NN model Table 2. New optimal scaling factors in NN model

Mean Max Mean Max
Model Ge Gde Gdu o mm) error(mm) Model Ge Gde GdU grror(mm) error(mm)

MLR 26 015 05 03679 13194 New
NN 09 021 13 02522  1.2080 NN

08 026 1.2 0.2839 1.1393
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Fig. 4 Results of seam tracking simulation using CAD, CID, WED, MLR and NN model
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