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Fuzzy control of penetration shape
in CO;, /MAG welding
by Tetsu Innami, Wang Jing-Bo and Kouji Hamamoto
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Fig,2 Control) procescs
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Ny . Welding conditions

Toren __—" Wire YGW12, 1.2mm¢
" asmm | Shield gas 0,
“"lsmm Welding speed 0.3 m/min
M Initial wire feed speed 5.0 m/min
L ( ] Initial welding voltage 22.5 ¥
200mm

Fig. 4 Comparison of
RS TR A T bead width
a) Non controlled b) Controlled
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