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Fig.1 Scheme of [ozzy neural control of bead — width of pulsed TIG welding
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Fig.2 Controller model of fuzzy neural networks
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A Fuzzy Inference — neural Netwark Control of Dynamic Process of
Weld Bead Width in Pulse TIG Welding

Chen Shanben, Wu Lin, Wang Qilong, Lin Yuchi
{ Horbin Institute of Technology)

Abstract A {uzzy inference — artificial neural network control approach to the dynamic process of

welding current — top bead width in the pulse TIG welding is presented in this paper. Using artificial

neural networks for modelling the process, the design of the fuzzy control system is simulated so that
i the difficulties of modelling and control of the pulse TIG welding in classic control methods are
avoided, The results of experiment on the pulse TIG welding process show that the fuzzy inference —
neural network control scheme presented in this paper is effective.

Key words fuzzy inference, neural networks, control bead width, puise TIG welding

£ OO0 http://www.cqvip.com|



https://iffyb7c293140c98248b7hnbpqon9655n96ufpfffb.res.gxlib.org.cn

