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Table 1 MAG welding parameter range
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Table 2 Test design matrix and results
p TLEH g - TLBH R
S g
o PREEHUE ARHCIE 2B eI HURCRIE IRAEAR || o SR SRR B2 e HURRIE ARAER S
y(mm's') UN  v/(mmin Y REftd/J R/MPa  H/mm yi(mm's ) UN  vJ(m-min Y Reftd./] R,/MPa H/mm
1 5 25.0 7 88.66 431.49 3.55 16 11 25.0 9 86.11 452.28 2.75
2 5 28.5 9 74.08 429.91 3.63 17 11 28.5 9 98.97 459.31 2.93
3 5 32.0 11 42.89 376.20 3.28 18 11 32.0 7 85.68 458.53 2.13
4 8 25.0 9 71.47 471.88 2.92 19 8 25.0 11 85.63 470.46 3.95
5 8 28.5 11 60. 10 462.44 3.56 20 8 32.0 11 56.83 453.20 3.35
6 8 32.0 7 91.82 436.26 2.45 21 6 30.0 7 77.08 447.95 2.94
7 11 25.0 11 78.74 458.08 3.64 22 9 27.0 10 79.86 452.80 2.92
8 11 28.5 7 86.03 463.42 2.42 23 5 28.5 7 78.73 398.31 3.02
9 11 32.0 9 90. 18 463.78 2.70 24 11 28.5 11 87.56 443.06 3.23
10 5 28.5 11 77.07 444.48 3.65 25 11 32.0 11 80.78 460.70 2.84
11 5 32.0 7 73.53 451.00 2.93 26 10 29.0 11 73.35 453.66 3.19
12 5 32.0 9 41.05 390.48 3.18 27 5 25.0 9 76.14 394.26 4.02
13 11 25.0 7 102.43 451.30 2.64 28 8 25.0 7 82.06 470.95 2.74
14 8 32.0 9 65.07 433.15 3.12 29 8 28.5 7 95.11 469.41 2.84
15 5 25.0 11 61.67 456.63 4.17 30 8 28.5 9 64.02 468.25 3.09
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Fig. 2 Structure of BP neural network
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Table 3 Predicted results of each model

. BPHIZMLE1R S, (%) RBFHIZ IR %5, (%) o LSRRI 265 (%) HAERARER 0, (%)
i ohi RIS PURISREE A i UCRR S BTROREE A whiEUEeE BUROGREE e ehlRIRERE FTRORE R
26 3.3 1.3 3.1 8.9 0.1 2.0 14.1 1.2 7.3 7.7 1.1 1.05
27 3.7 14.5 7.1 1.3 14.8 13.0 2.0 1.9 12.7 1.34 11.0 9.53
28 13.3 2.5 10.2 1.7 3.7 3.6 13.7 1.8 10.1 2.1 1.9  7.51
29 6.1 4.7 2.7 12.6 3.5 1.3 18.8 4.1 1.1 10.8 4.2 1.07
30 21.2 2.2 1.6 18.5 3.2 1.8 2.2 3.2 6.8 12.3 3.2 171

RIR2E 21.2 14.5 10.2 18.5 14.8 13.0 18.8 1.9 12.7 12.3 1.0 9.53

SRR 2E 9.5 50 4.9 8.6 50 4.3 10.1 4.4 1.6 6.9 4.3 4.17

b2 6.86 4.83 3.22 6.54 5.03  4.39 6.84 3.86  3.89 4.44 3.52 3.61
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Table 4 Weights of stand-alone prediction model
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Table 5 Related parameters of NSGA-II
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Table 6 Verification of process parameters

S IS v(mmes ) REERLE UV 3522 v/(memin )

1 8.1 25.05 9.73

2 8.97 25.22 8.61
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Table 7 Validation test

A= TR RIGE  BPHIZAMZ %2 RBFM% iRz EHAMA RE 448 k%
PR NCRE B A/ 84.96 84.72 0.3%  75.46  11.2% 76.34 10.2%  81.25  4.4%
1 BLhis|E R, /MPa 456.11 459.68 0.8% 468. 69 2.8% 472.93 3.7% 471.69  3.4%
A H/mm 3.52 3.55 0.9% 3.32 5.7% 3.29 6.5% 3.45 2.0%
R CRE B A /T 78.66 90.06 14.5%  76.37  2.9% 74.33 5.5% 83.55  6.2%
2 BLhisREER,/MPa 453.85 459.68 1.3% 459.91 1.3% 467.04 2.9% 466.22  2.7%
A H/mm 3.35 3.11 7.2% 2.74 18.2% 2.73 18.5% 3.16 5.7%
PR — — 4.1% — 7.0% — 7.9% — 4.1%
Frifi2s — — 5.68 — 6.48 — 5.79 — 1.66
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