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Fig. 2 Schematic diagram of cross-section of weld bead
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Table 2 Results of four models adaptive fitting program

W B A B B HIER B PR AIER JuALAET
5 VW/(mm'sil) VS/(m'minil) wimm  /mm AL/mmz R SSE Al/mm2 R SSE Az/mmz R SSE A;/mm2 R SSE A4/mm2
1 4 5 8.895 3.141  22.154 0.997 0.709 22.046 0.995 1.500 22.066 0.978 5.339 22.023 0.979 5.901 22.027
2 4.5 5 8.429 3.074  20.067 0.998 0.653 19.867 0.996 1.423 19.844 0.982 4.271 19.879 0.984 4.828 19.881
3 5.5 5 7.610 2.761  16.352  0.998 0.529 16.331 0.996 0.811 16.313 0.987 1.882 16.334 0.989 2.620 16.336
4 8 5 5.914 2.348  11.391 0.970 4.290 11.522 0.985 3.930 11.373 0.987 2.527 11.544 0.980 2.864 11.544
5 4 6 10.505 3.275  25.543  0.997 1.392 25.209 0.996 1.510 25.203 0.992 3.141 25.211 0.993 2.831 25.213
6 4.5 6 9.648 3.200 23.178 0.996 1.527 22.891 0.994 2.103 22.875 0.989 3.862 22.881 0.990 3.559 22.883
7 5 6 8.990 3.062 20.654 0.996 1.219 20.565 0.995 1.490 20.550 0.992 2.324 20.563 0.993 2.136 20.565
8 5.5 6 8.552 2.877  18.839 0.996 0.812 18.727 0.995 1.169 18.722 0.995 2.221 18.719 0.995 2.030 18.720
9 6 6 8.029 2.749  17.157 0.999 1.275 17.078 0.999 1.975 17.079 0.987 2.958 17.095 0.988 2.687 17.096
10 4 7 11.124 3.323  27.260  0.997 1.541 27.028 0.996 1.719 27.022 0.993 2.945 26.997 0.994 2.660 27.001
11 4.5 7 10.571 3.230  25.262  0.998 1.048 25.042 0.996 1.442 25.025 0.995 2.757 25.025 0.996 2.273 25.027
12 5 7 9.657 3.132  22.153 0.997 1.846 21.915 0.992 2.759 21.891 0.998 3.745 21.912 0.998 3.231 21.913
13 5.5 7 9.029 2.783  18.894 0.996 1.029 18.722 0.995 1.504 18.713 0.993 2.836 18.718 0.993 2.490 18.719
14 8 7 7.143 2.631  13.980 0.994 1.416 13.994 0.991 1.826 13.821 0.989 2.472 14.040 0.990 2.965 14.036
15 9.333 7 6.543 2.406  11.781 0.964 2.722 11.737 0.954 3.145 11.665 0.994 1.271 11.912 0.992 1.461 11.871
16 12 7 6.086 2.419  10.930  0.988 2.342 10.966 0.951 2.981 10.822 0.993 1.043 11.013 0.991 1.439 10.980
17 4 8 13.817 3.440  32.595 0.998 1.270 32.112 0.998 1.734 32.111 0.993 3.611 32.113 0.994 3.865 32.116
18 4.5 8 11.181 3.516  28.860 0.998 1.166 28.500 0.997 1.731 28.492 0.994 3.150 28.479 0.995 2.765 28.483
19 5 8 10.329 3.384  25.968  0.998 0.930 25.784 0.996 1.362 25.759 0.995 2.208 25.788 0.995 1.933 25.789
20 5.5 8 9.971 3.139  23.029 0.998 0.832 22.760 0.995 1.484 22.733 0.997 2.199 22.759 0.997 1.968 22.760
21 8 8 8.143 2.780 16.618 0.995 1.137 16.594 0.992 1.728 16.566 0.994 2.467 16.595 0.994 2.782 16.596
22 12 8 6.943 2.344  11.360 0.967 5.357 11.424 0.951 5.681 11.332 0.987 2.122 11.474 0.973 2.877 11.440
23 16 8 5.833 1.917 9.028 0.997 4.264 9.353 0.989 5.365 9.307 0.991 2.778 9.366 0.992 3.220 9.365
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Table 3 Results of adaptive fitting program

B PELTREE RS MR A B AR RS [ AL Ay ARBLARARY P LAY

JF5 w/mms) vfmomin) @ Hinmo e SSE '8 SSE R SSE '8 SSE
1 9 5.5 7.086  2.276  0.945 7.274  0.950 10.622  0.993  1.911  0.980  2.661
2 9 5.5 7.452 4022 0.995 2.470  0.949  10.141  0.989  4.903  0.990  4.589
3 9 5.5 7.399  5.465 0.995 2.365  0.98%  8.568  0.953 14.589  0.957  12.309
4 9 5.5 7.424  7.024  0.994 2,932 0.991  4.282  0.964 10.297  0.955  10.718
5 9 5.5 7.355  8.350  0.990 3.220  0.986  4.724  0.956 14.878  0.960  13.486
6 9 5.5 7.890  9.668  0.992 2330  0.991  3.377  0.956 12.179  0.963  10.288
7 9 5.5 8.145  11.247 0.998 1.853  0.993  2.467  0.946 18.869  0.949  17.827
8 4 5 9.620  3.113  0.98 0.756  0.996  2.736  0.986  6.331  0.989  4.823
9 4 5 9.890 5572 0.98 1.671  0.998  3.871  0.942 16.878  0.953  12.623
10 4 5 10.537  7.515  0.998 1.872  0.994  6.467  0.979 12.551  0.986  10.529
1 4 5 10.663  9.344  0.995 1.736  0.978  7.523  0.941  17.007  0.957  14.785
12 4 5 10.968  11.287  0.992  6.102  0.992  9.232  0.953  17.922  0.964  13.610
13 4 5 11197 13.129  0.994 4.738  0.970 12.516  0.955 18.686  0.963  17.063
14 4 5 11720 15.044  0.997 1.426  0.989  6.542  0.946 20.657  0.960  18.791
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