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Determination and Optimization of welding condition using Fuzzy Expert
System for MAG-Welding
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Abstract

Determination and optimization of proper welding conditon are very important tasks
to be directly related to weld quality and productivity. On this research the relationship
between welding parameters and results is investigated systematically. Theoretical
method, statistical analysis of experimental data and analysis of empirical knowledge are
applied for this work. These results are represented by empirical equations, fuzzy rules
and artificial intelligent knowledge forms in the knowledge base. The approximate
reasoning of fuzzy expert system and the information in the knowledge base are used
for recommendation of suitable welding condition, and optimization of welding parameter
which is based on the evaluation of welding results by user.
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Fig. 1 Three dimensional representation of
usable area of welding parameters
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Fig. 3 Evaluation of welding parameters
by fuzzy sets
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