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Fig. 2 Cross-section of components
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Table 2 Parameters leveals

HWE  BEERR SR KEZHIE  RE R
IR I/A o/(mm.min~")  »/(mm.min~")  T/C
-2 70 100 500 60
-1.682 75 124 620 80
-1 85 175 875 120
0 100 250 1250 180
1 115 325 1625 240
1.682 125 376 1880 280
2 130 400 2000 300
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Fig. 3 Real value and prediction
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Fig. 4 Error rate between real value and prediction
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Table 3 Results of weld width prediction model

2t TR T3V Y1 %22 R J2 i H b (T {5 BN IR
I/A v/(mm.min~") v,/ (mm.min ") T/°C W/ mm W,/mm e(%)
A 100 200 1 000 80 6.9 7.1 2.89
B 85 375 1200 320 6.3 6.5 3.31
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Fig. 5 Typical components
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