% 45% %4 B’

2024 % 4 A

S ¢
TRANSACTIONS OF THE CHINA WELDING INSTITUTION

Vol.45(4):20 — 25
April 2024

ETFRIBETIEN NSGA- || I8 5 BN H S8
TEZS# B Hinfii

< 12 s )
XK, BEBES,

AR, BEEED, 184,

é#! éﬁ }%2,3 , :%}EZJ

(1. FARER TR, WL TAR22, B R, 210009; 2. £ =M S pDRIFSERE, 75, 2150005
3. R T IR, Seit i B s RE AT R 28 Fhuly, B AT, 210009)

T Oy RO 00 B R BEL AT I B (AR T S8, TR TR AR B = I B K AR e s ik e,
AR B TR] | 02 F R LR T Dl ) T 28, R A R E | 5 5 38 2 "Rl s DL b Ik
P PFA R AR, 25T S 2 A A0 BP i R0 2 i AR He T Z 2RO AR Sk B PO FR fn 2 [ 56 R A QB
BRI, ISR LR s B ORS BEAR . 5 AP I SR 1 AR S HR Y 1 IBAE 5510 NSGA-IISE B2 HAREAL, 153
BIAIPAEIRZ A R AL pareto fifR4E. ZRBGAIE, A PPH LRI AR DR ZZ(EARAR /N, S5 HRW], ZAA T TEA B Y
TR ARG E P T I D X S0t , S DA AR AR F) 5 o vt BEL s e M L AR T (AR e T 2%

TR ICAAT H B4R S .

BIFT R (1) AP B g K wlt nT LIS R e T 224
(2) 3z H 7 IR S MR AS ) 2 8 0 A RIS R DAy i IO 2 PR KX

KR 2 HARLIL; B T E 280 AU AR S s AL Ak

B 42K S: TG 453 X HERERIRAD: A

0 F%

bk =P NP S IR B iy f PN 2R 0 DA T
R (— AR PIRIREE KT 1 000 MPa) I HA
SEREE TR | BRI RICR | B PR R AT S LR A L, A
SRR e TG B AR R AR
LB T B A R0 L 5 TS A gk ss
s A IR 2 e T iy Xz —, EE
FERHR T BRI | 2 IO 2 B k5
R R A TR SRS R S T R
(R 22 A PRI A1, Tl b %o R4 3 o i A R
R s T B Sk T PR W M 2NN S
br, B ERZ A ZE B, [R5 6 25 [ Z AT
Hr B AR T A SHO0 A 2 PR IE 5 BT SR 422 11
TR, N i R AR 42 AR TE A T U 1
P & R4 T R SCRIMd FANA.

Y Fs HHA: 2023 - 03— 17
HEEWH: BR ARIEELFFISE (52205377); B R E S 0F & 1F
(2022YFB4601804); i i IEREATF 7 # 4> (SIC2022031).

doi: 10. 12073/j. hjxb. 20230317002

Bt A DO S o f (R R Y A A T, [
N AR5 X8R T 2 28 % HARL AL i if
TR Z . Yang 25 AP DUBOGH 2 00 A 7
SR O TR o T 2 S 80E &, ISRSEIRYE
P Beh s B AR AR A Ak B AR, S T — A
HE T ST TR RN AR S EHE Y 8t 4% 5k NSGA-
II(non-dominated sorting genetic algorithm-1I) #Y £
H AR R s Bk A" 762 SRR 5 0L T
FEF 22 H v B O R R T (R B SR O
PR T 22580 B/ ST T4l 4800
(P22 2% | v LA (R 45, [ R H NSGA-
103509 S B AR s M AR DR P L B T2 28K
H2 Hbrpifk.

F B — A N TR O, IRZ
FHEEZ O SIRET KiEny 5.
Dijuric 25 A\ ™ i 38 £ M 171 25230 DP500 A9 £ 0 T
2282 B, FIR R | RS s
B AR AR IR s Zhao %5 A7) 421 T
BT RAGE I E A& PEN R AR AL, JFZ5 5 Il 1H
ST AL B A 4 R T A S8R Uy ik Zhang



% 4

BSUR, %, AT REMA F NSGA-TT W E BN 5 I8 T E 58 % HAr AL 21

zi NIl AR LG VR A GE/PP &2 & bR AR
agfiie, M 20 iiib T 2S48, @it A
RUGEFH B R SR AR OGRS, T 408 o
RRRAE T ESHER M T4 M E MBS R ARG
BGUEF# NH TS

L) DH980 8 iy i FX ~F- A 45 422 5504 by BF 5% 6
%,k E R R B R AR T A S5
G, BT WS 2 S &k B E PE M e i)
AR ARE AL, H i 2o v W ol A& W1 H (Gaussian
process regression, GPR) H 7 #5#% H A% | JEIR R JE
FUH 5 5 B 0 [m] )5 A Y i 0 ) 5 K (back
propagation, BP) Ffi 25 [ £ 1) 1 "W I A% 40 1) 43 25 A8
R IFDAMAE R 22 B AR SO 030 FH B PR, ) 45
AR L FIE AT B AL pareto fF4E, FEHUILAL
SERITIE Tz kR AT .

1 RIF &

1.1 REME5iEE

TR A& AR 77 (1) DH980 441, Hoot
Zr 5 1 RE WL 1 N2 2. R BT R ML K
N 5H/ 100 mm x 25.4 mm % 1.5 mm B kR E R )
TRFE, [ AsObE S8 F [R)ARAS ROST, ke &
B RSE R 25.4 mm x 25.4 mm, #5407 0
K1 R, I IR G BE R BRFR RS .

#& 1 DHO80 WIRAITTER S (RESE, %)
Table 1 Element compositions of DH980 steel

C Si Mn P S Al Fe

0.16 0.32 1.62 0.009 0.001 0.03 R
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Table 2 Mechanical properties of DH980 steel
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Fig. 1 Schematic diagram of plate lapping method
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Fig. 2 Measurement of profile nugget diameter
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Table 3 Changes of welding process parameters

KV MR KA BMERTE] #ms DT FAAN
7K1 6 150 2.5
K2 7 250 3.5
K3 8 350 4.5
K4 9 450 5.5
KF5 10 550 6.5
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Table 4 Test parameters and results
s TZS8 W fshR
SREER KA B E/ms AR JIF/KN W EADMm  EEEEH/mm  FEIHF/N RIS
1 6 150 2.5 4.25 0.070 13 556.69 1
2 6 350 3.5 4.60 0.100 17 086. 63 1
3 6 550 4.5 4.85 0.130 15 494.39 1
4 6 250 5.5 4.64 0.080 12 111.87 1
5 6 450 6.5 4.37 0.100 12 248.67 1
6 7 550 2.5 6.18 0.185 24 613.94 1
7 7 250 3.5 5.47 0.110 21964.92 1
8 7 450 4.5 5.88 0.180 22 900.73 1
9 7 150 5.5 4.21 0.075 12 844.40 1
10 7 350 6.5 5.45 0.150 17 920.30 1
11 8 450 2.5 6.89 0.240 26 205.52 0
12 8 150 3.5 5.19 0.110 21553.37 1
13 8 350 4.5 6.44 0.235 24 953.26 1
14 8 550 5.5 6.61 0.330 25715.27 1
15 8 250 6.5 5.77 0.170 20 026.86 1
16 9 350 2.5 7.38 0.290 25739.63 0
17 9 550 3.5 7.45 0.400 28 398.55 0
18 9 250 4.5 6.98 0.255 24 566.07 1
19 9 450 5.5 7.01 0.405 26 242.55 1
20 9 150 6.5 5.82 0.140 21960.24 1
21 10 250 2.5 7.07 0.275 24 155.20 0
22 10 450 3.5 8.15 0.460 26 021.41 0
23 10 150 4.5 6.30 0.210 23 549.30 0
24 10 350 5.5 6.25 0.425 25149.59 0
25 10 550 6.5 5.81 0.485 27 752.60 0
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Table 5 Precision of each agent mode

WIERE  FE MAE  1225H(%) RMSE R
S EADMM 5960  0.326 5.470 0.402 0.870
FEIREBEHmm  0.220  0.014 6.240 0.018 0.980
P JIF/N  21709.30 1077.20  4.96 1456.60 0.92
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Fig. 3  Structure of BP neural network
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Fig. 4 Flow chart of NSGA-II optimization algorithm
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Table 6 NSGA-Il related parameter settings
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- Table 7 Validated process parameter combination
mo b3 o
3 BIESE
& BHIEF -
% IRRERLTRIKA SR /ms MR S F/KN
A=
- 1 7.4 370 2.5
2 7.6 190 2.9
3 7.8 370 3.1
4 7.6 550 2.9
B 5 MUEXRBIMRFMA pareto fFE 5 8.0 520 3.9
Fig. 5 OpFlmaI pareto solution set obtained by optimi- p _— . 35
zation algorithm
7 8.0 480 3.3
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Table 8 Comparison of validation results
Wil W EAR JER 7S 5
P55 SR ED/mm  FED/mm  82256,(%)  RIEHH/mm  BUEH/mm 82350,%)  RBEF /N BUEF, N 2355,%)
1 6.17 6.23 0.97 0.18 0.168 6.67 24 455.76 24 605 0.61
2 5.64 5.45 3.37 0.12 0.112 6.67 21 020.94 22 447 6.78
3 6.21 6.58 5.96 0.20 0.207 3.50 24 060. 04 25931 7.78
4 6.59 6.66 1.06 0.26 0.239 8.08 26 456.48 26 698 0.91
5 5.95 6.90 15.97 0.30 0.297 1.00 26253.95 27337 4.13
6 5.99 6.70 11.85 0.24 0.233 2.92 25594.87 26 301 2.76
7 6.69 6.98 4.33 0.28 0.27 3.57 25494.54 27079 6.21
8 6.17 6.94 12.48 0.30 0.29 3.33 25622.33 27410 6.98
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Fig. 6 Comparison of validation results of various evaluation indicators
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