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Fig. 2 Macro metallographic of surfacing weld
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Table 1 Orthogonal experimental scheme and surfacing results
N TET 2% MR AR AR

- AL P SR P k2L TR By R IR T8 IR 2
L/mm I/A v/ (eme-min~") v/ (cmemin 1) Q/(Lemin~") B/mm H/mm 8(% )

1 3.8 190 9 60 14.0 9.973 2.413 23.07
2 3.8 205 11 70 15.0 9.708 2.333 17.58
3 3.8 230 13 80 16.0 9.360 2.280 22.44
4 3.8 255 15 90 17.0 10.216 2.094 27.48
5 4.9 190 11 80 17.0 8.568 2.793 12.25
6 4.9 205 9 90 16.0 10.192 3.267 14.80
7 4.9 230 15 60 15.0 8.667 1.720 32.60
8 4.9 255 13 70 14.0 10.339 1.901 40.59
9 6.0 190 13 90 15.0 6.961 3.127 5.36
10 6.0 205 15 80 14.0 7.361 2.440 12.08
11 6.0 230 9 70 17.0 11.149 2.549 20.94
12 6.0 255 11 60 16.0 11.225 1.960 42.14
13 7.1 190 15 70 16.0 5.563 2.500 6.54
14 7.1 205 13 60 17.0 7.391 2.123 12.98
15 7.1 230 11 90 14.0 9.629 2.733 14.56
16 7.1 255 9 80 15.0 12.193 2.423 30.65
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Table 2 Comparison between simulation prediction results and measured results

. R T2 % HESARAERAE X 1L
R R R K 223 PRAPA i J5 5% B/mm S H/mm FRER 8(% )
L/mm A v/ Cememin ™) o/ Cememin=1) Q/(Lemin™0) sy e ST i S (i
17 4.0 195 10.2 66 14.5 9.766 9.689 2.254 2.387 17.55  17.21
18 5.0 210 11.4 74 15.3 9.067 9.263 2.487 2.515 14.21 14.92
19 6.0 232 12.6 82 16.2 9.643 9.455 2.419 2.509 20.06  19.95
20 7.0 245 13.8 90 17.0 9.146  9.133  2.260 2.499 22.40  22.60
*3 Z=MHEEETNEHIENENIRE
Table 3 Relative error of three kinds of simulation algorithm
S5 BIAHXTER2% 1 £, |/ mm 6 AR 22 Loy |/ mm BRI MR ZE 51 (%)
e s
BP GRNN Elman BP GRNN Elman BP GRNN Elman
17 0.120 0.127 0.077 0.153 0.165 0.133 1.75 0.94 0.34
18 0.205 0.530 0.196 0.035 0.210 0.028 1.95 0.80 0.71
19 0.528 0.930 0.188 0.185 0.352 0.090 1.42 1.20 0.11
20 0.083 0.185 0.013 0.416 0.224 0.239 3.54 1.82 0.20
TR 0.234 0.443 0.119 0.197 0.238 0.123 2.17 1.19 0.34
3 T M TPEL 30531 T 1, P 3G 184 T 2
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Fig. 5 Influence of shielding gas flow for dilution rate
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Fig. 6 Influence of welding current and wire feeding
speed for dilution rate
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