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Fig. 1 Main interface
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Fig. 2 Process of welding process design and implemen-
tation

PURE 2T U RRUE AR A SRR IR 34
AEBANRE SR T ZSBOMRESE WL 3.

4
g
I3

&=
RE| [ R

SEEEEREE
|15 S S |
==t el e o
1 = e

B
=
=L
=

i
=l E

=
B ||
=

B3 FEEmMiRETR
Fig. 3 List of welding knowledge base
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Fig. 4 Interface of base material
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Fig. 5 Inference process of welding process design
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Fig. 6 Variant parameter model of groove
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Fig. 7 Layered parameter model
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