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HEE R e e i B 5k DRI SR e 5 < L ) S
B2 R AL 2R

HERRE LR RS A
TR R A TR 5

g%

HREEEGRENSG 2 HGEENFHSBEAATRHEREE  TRWHNE
AEFASTERALFFEREIEE  MAFUNZEFT T ELRNEAEMN - A
TERHERET S5 S MENEEED A £1,083 CTH649 CTEREHEKR - HETEME 2K
HHEEFREFeRESNTEMREFENRETENN & B ad o EEER - b —
BHNBHESEZZ LR AARNTE  T2ERERBENmBR SR RHE  —H
BUEREZEREE  FREEAXFIEARESE  Z2EREHERETE - FEAL
AARBER —ERBFLARZ LB EARBEOTRIA T BAKREEFRE S
BEOKEZ L EREF T Rt FA - LA F 38 A BRI 47 % (technique
for order preference by similarity to ideal solution, TOPSIS) 2 %8 # 4% 44 ¥ (artificial neural
network, ANN) FI#Rix (L 2 B st B AR - 456 2 [HJE 5 7k (genetic algorithm, GA)
B 22 4 3 B % (soft computing, SC) # F R ES AL A - RS & BFE S B IR 7
#ERELZEMAE -

BB : 47 4244 - A4T  SAvsEmRs - KRk

L. Féisi

RS TR > fREE(L - BERGE (magnesium alloy) B15H5E ~ 5{HE
il A B RV - BB TSR AY R S UM E BRI B IR S TEMIRE & &
RHBECENVEMES - WENESEIEEES - SR8 ETE > AT LED
NP RIS B SF 2 EST (tungsten inter gas welding - FHFETIGETY) f ¥ #(EH - HEL
TR EERCO,$F 2R S 38 H A and MU S I ARA SR8 - 1185 5 85 P2 B R IR SR 11 5 2[R
PAZEFEIPR ] (UOIEIE 7 B A 8] 2 ARG BB 5557 4%) - S 7 a0 P R S Sl e 8
% e RSB B X - IS > RN T TEIISE (shielded metal arc welding,

UTfEH : 108/01 ; (&5 H : 108/08 5 H2ZH : 108/10
COBRETEY  BEARER TR TRLBIAC R NE £ > 22301 W LT IS EE RS 15% -
E-mail: jpjhang@cc.hfu.edu.tw
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SMAW) - & §F ¥ Z) IR # i e AT R B HER > EES » S MARTEFR
AR T H 2 — (Connor and O’Brien, 1991) « I » Ky T AESIRAEEE & S 1 $7 BERF Y i
SR - I R LSRR M R SR E Beny 704 -

S ELEE A B AR ST R A LA R 2 B R E - ERSAVERIEARL R649C - §
HIEHREF51,083 C » MEAREREX - HIrRESBSEF FHTHRE RERERESH
PEG T M Bl $5 18 TP BB (T HERY 1 2 B L S YR IR EERE - RS 87 2 BER e I A IRAE A
18 SRR E RS T2 BB BENHEALERHRE » —BEHERL BEE
EREA R ERESE > MBS SEBERFERENE - HE > HHIRFE2H S B8R
B/ (parameters optimization) ffEHEE » KEL &S I EH#MTE (analytical method) 3K
i HREDVBUE R EUEAROR M » i R EUERRZ N & TRt e 4 -
Bt AATE — B A A RUA AT LSt B R R A R A [ G e A R B R E Y
i o S o TR AR 2 B A LR R — B — R RAIIRE - B2 - S8 RAY R
HAS4E (dimension) (& 2 HFFZ @R EM (local optimal) (LR - A5 HUHEEIATE
I A IR P T A S R R -

Ry Tk Ball R - B rE238 "% 8 H 1 J77% (Taguchi method) J&—fHRE 41 B R HF ] ~
BARRA B i DE B RET » B ek s T Bl B IR AR (35 TAY JT7E (Taguchi, 1986) - 5
ESF ~ BIZE5E (2014) BlThang (2016) Ri&S& H O 7 ABLE R MOEED AR TR IR & 6 KX
MEBECENRELES - A > FEMEFRESAZENE > EREERERRESTH
GWERIRE 2 R IE o KL - AR B & S M RET RS - ¥E—E&ER
AR Zm B OB BRI » A REHEENSH FOKE Y L E AR EE R
AT o s AR E B EFE (R 424 (technique for order preference by similarity to
ideal solution, TOPSIS) HAJEMZE 4L (artificial neural network, ANN) » ZERE AR » F
GG ERREETL (genetic algorithm, GA) =22 [l | (8B DU AR FE 2 18(#% (global
optimal) o 72 £6 J7 AR L [EFf (02 7T FE BN E MRAYET L » 1T IR AR HIEE B0 P Bl R e Sl
g B E A HE —(E 8T R ERAES - HHESESCRNA SN - &z i
FURF S RSB & S RE B SR 2 BB E R > X ES MR ELKRER
TEHTRER

2. SChkARES

TEAREH - ST HEESEIRE (e - i - &858 kEm (HOGE - ZELE
FEME - B agns ~ BRUERER) #7308 -

TEFEE & ~ HIBLIEST T H » Liu et al. (2004) f2 A ESFEBC R M ETAZIIBES
SR PR T AOGE SRR MR SR R IR R > MBS R AVIEE LS -
Sevvel and Jaiganesh (2014) ~ Ugender et al. (2014) $1EAZZF5EE S - T SEAVRF
78 WEE M ES - FE g ehathe - Aripells - HERE - EERE%E 0 Hp X LIAZ31B
PEE e R R R RS AR TISE -

Liu et al. (2008) £% &7 287 SAE BB HE & S M - FETEMERERIK » K& 5525 MPa -
EEIEIRSEME Ry B i 0 R o TR IR Y A S BRI LEYINET - #
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DENAGE PR BAREAK - B2 MERE 570 MPal) | > tLE IR A T KBRS -

Cary and Helzer (2010) {2 E|E 2RIV A RE - BESEBHEREELEE —E
s ME2HE X EEARE - THRZZ2RELBNEESHEREHER - EE
BE ~ SREERSAT T - ARS8 (WAREH) - EsEm SRV BRI R (A
F) © Tarng and Yang (1998) {SAIE R H 70 L AR EEEREE (43.3%) TR - HIESHFHEE
(39%) © Esme et al. (2009) fER($FHEHE - $FHEEE ~ (ral RASM 2R LIERIPE S R $REHY
PRI B A e T EE S TR ARHITER -

[t4F » Juang and Tarng (2002) $RAHH O J7A0 iR S HHIRE (BYIHERE - &
ROME - PRHEER - SR > R REFENEESBUKERES - MREFE - 21ZFE%k
(2014) BiJhang (2016) HI&EEH O 7 AL E AR MR R A SR BV SIE L B S R
E4G 0 WHERHER - SFAE - BB ER - 5L HE - IR THREER
RENERSET T » RRAAEREFRIERITHEEN - IR RSB PR H A #
ERE > MEREABITHEENSHECEEN -

iy BACCRRAT S E R R B VB S BUE RS A IR R - SR
&~ SRR KBRS -

IMAE 7745w 71 » Tong et al. (1997) $+¥# % B mE R EHAE - B AKE ARG R AR
BElE 4T (grey relational analysis) F715 300 45 & AE U S IEFE R4 (technique for order
preference by similarity to ideal solution) A ] & £ {2 7 28 BLHE AR fift b & BRAR R AT (0
#HEN—EGESH B ARGIIMEmE E gy » MEERERE TEASEH -
Wang and Su (2013) [ 57445 & TOPSISUAR /D IV E B R (LR 8 2 E i e
FrEsiE 28 s -

TR AR A RS W R R RO ~ 2B TR > SR A (2001) FEE|HN SR A
EBNEEIEGNE - BAE B LI A - EELUET BB - USRS
AR B IR A R R e 244 S 0 BN BB LEHEIZERIIEE AL 0 Li and Hsu
(2010) 220 8 F B IR e 48 A B Bk B FUAE e R LB R A Y - HINEREE
EEAREEIN = R A 22 ] E 2R - DUR SR e A& IR e Ry R e - EREEVEE
AT AR E R B R S R (L Z & - Lin ef al. (2012) $EEZE#H 77445
GRS GRS RN BUE S 7 A TE I B L BARRY - ARV ESE R TRV E B -
Rt EEREEAE BB TR EIEE A E 28 JT7% - HSu and Hsu (1996) Bl
Venugopal and Narendran (1992) G 0 H o[ 1550 » B AR EE Z) 1A 38 FE B4 5 BRI Y
SKigEZEM > HEEKEB NIRRT AN BT R o MK HEEEEEH BT
EATHIRTHR (A » M7 RE 507 i S A S 4 B e L G Mk 2 B e i (R L T B Y AR 2R Bl (&
B - IR E S R DR & S R R AR & > MR — IR - U 78RS E{E
SIS GRS BV R IE Ry By T H > DUEBEIREEAESS & - BRI S 4ErE A s
PSR FENEANEHOZE  FNENEE TR EEE -

B Bl 2 AR > SURTHFE RIS ZORAE T EE SR 57k ~ TOPSIS ~ ik
Hps -~ BEREREEASERMWEES BV SRR 2 S E S E R WETTHERY
Hh o DU AV R S R4 E -
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3. WH5e 5

EEOTRERET % - DRGE AT R SRR T e F SRV 9007 74 DUR S oK 248 BUBR 18 S B R 1
M EZLAVBIFE AR AR - E AR » HAREE LB E 8 B R i 2 B
SEHVEE ~ BEEAVTITRTE ARV O A ERER » TOPSISR& X BB R4 - R TOPSIS
KAGHVRICIAFPAH B EATAE L (relative closeness, RC) fE & T BRI HELER |, AYER
{6 > DAkt o0 ¢ G T EER S ) ARSI R EZREIER T EREEL ) 1Y
HEIERE > DORBENEE AN SSRESBHE - #EETRRERIIHRESEK
G - FARER TR -

thaiiie

v

iy

4.
4.1 SREEMRL
RERBDAOMESSFFEETIREEY > FrEHEM HAZ3IBEES S » TR B
£ x E x [E580 mm x 61.2 mm x 3 mm > BFHCI110047 > K~ A85 mm x 60 mm x 1.5 mm
TR HEE R -

4.2 SRR ETRIEZEE

AR E B R AZ3IBEEE S IRELHICI100 47 » A DUKIE R 2 fEHYAC B Bl st DL
Kz Sevvel and Jaiganesh (2014) ~ Ugender et al. (2014) ZECERAVERET » 1550 0] #E1 TIERMG IS A
Spely el o JRRIR MRS A $F 8RS (welding thickness) ~ $#EE T (bead width) ~ i
[& (bead hardness) » [ Bz Mg ER A I (H 5855 (tensile test) BAMETE5{ER (impact test) » #
BEE R AT B 2 SR B R o IR T -

421 $REEE ' ERRERM
BRI 2 AR G R $R A - 1T $5 18 Y B TR 2 B LR T R A0 1L (o 55
% o YRR BRI DAYSRE IR > Suk e B R IERCE B R E R -

422 $HEEE  ZHREREME

AFERK (1990) FEEIE T AT E a2 2 (heat-affected zone, HAZ) #iE[HEA >
FUTT R S E TR o (EiR B A A% > — HIBAERIER SR ER KRB - 5
SRERMNIN A BRI BA e » SR BRI E B H B R -
423 JufhstER - ERAEEM

FE e fe Sl DURIERAR A 72 5% LR AR B8 TN BT BE 2K A2 A Taf B K/ NI 2 21 4% 18 34 T &4 fer g

E R % aor gk A 5 e
b —»TOPSIS (RC)—» ¥
418 el SN RO ¥

A
i

P

i A

S R
B R

B1. RS EZERAREE
FRACR © ARTFEE TR -
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AUIRHLRE ST » B DAL R E R 15T - B FE S B B A2 T P BE AR 2 AV B R T B2 2
11 SR Ha B R ESOE R E R E R ©
424 BEBHE ZARERME

Fo 1T ORIGHOR BBt Frik i 2 sE 805 BT B E - @BREAK > KA - B
BEREREREtE Bt - Sri B R TERCE RE RSB R -

425 $FEWE  ZHRERM
AT R T e E s E mE R RS AR R R TR R EE - i

FoonBYERI 2 H RJ7A  $REHINERE BUE R A58 2 AR - HRWERIFHEMENRE -
SR H A B R MEROE RS H BRI

4.3 FHREEZH

Ry R S8 AW ZTHE th 25 26717 o 2 7 < 85 PR B SRR L R Tl kA&
SRR E VR ENE (WE2) - WG ER N TES BB AR
T SEHERATHEE - SSFRENRM R - s5R B BESRRE - LU R R A E LT
BENAT -

431 $REER
AEBLERESFFE T > EITAZIIBEE S S ERIFCII00MATEREE - NEE 2 $FHE
FREE 150 A ~ 160 A ~ 170 A -

432 JREBITEE

H B Bt P Y B B AT ORI T IR B8R 8 1% - St B8 T IR N Bl F ek
E o SEREAR IR R T REAR G SRR ERARFERAT 2B E ) K2 AIRER
HeEETRAMESSYETRE AT  AERBITREEK12.6 cm/min ~ 14.1 cm/min
15.4 cm/min °

£ R ) N
¥ TR kLN E
o F
3 e e

- Fuit | reaen
| OES

F B gL
B T PR
EECEITS 4% 3 5
4 4 ¥ =Rie

B2. SRR ENEERE
BRI © ATt EITRE -
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4.3.3 SEHRERARAM LR

FESS R TIEHER I - BARE 5N EF R AL - B/ NAEI RS R G ER R
WER TG R o SHPEELEEM T RE o NI ER sR e SR PR WA T PR e R B fRFFAE2 ~ 3
mm ; AFERFTEE K TAFHFR Fs2 mm -

43.4 $EEEMHHE
SRR L E G BN AOR - (REERRISER g S - GBI ENINE - B
g BT RIVET  SENAEGRERERNIN  AER SR HE K2 mm -

435 FRERMRE

SRLEERE—E > T REHFNERERE - WSEEFNEELE - Mk
o SR MU A I s B R A Y B - TEIEYAfCEL R T ARSIV R - DR IRERBNAE
% WERREN AN AREFEREREN—EEZR T AERHERRERE R
11 L/min o 554p » FAFHER 1@ % - WL S BEHIR 5 o 258 - 81225 (2014)
FOBEIR (2017) FrE S 2 65 R BIE AT SIS HREBM IR - $5E(F R EEERR R
R BN EE MK =R 2 BEEE - Hik o A%z ghastat R+
SUKHEER 0 RURARIIZE 2N T /KSR WL L, (3%) EREMBATFTNH O H 5
ki

4.4 FCI:

IR R % » AR T BB 50V BS2 (8 » BI B5S/NLE - 5650t
PREHAITIEI T (A SHBE% - B SREER(TIRE) - (BN T-=/K% - IRAIL, (Y BX
% - PR TR R R A B RS (33 T BT RCR R AR -

SRR TEREIEE © AREE RS R ASESY - TSR - g
W ) SR R - SLRE R R ¢

() EHmERME -
Sn=V.
S/N=-10 x log[ NV, ] (1)
R BHIRFKER
PR T Level 1 Level 2 Level 3
A SREEEREER (A) 150.00 160.00 170.00
B. $7 41 T3 (cm/min) 12.60 14.10 15.40
EERT
C. $5H & & (mm) 2.00
D. $5R B AP (mm) 2.00
E. @ & (L/min) 11.00

BRI AR B TR -
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(2) EARFFIE
. 1y 1
SIN=-10 x log[ - 1 )
i=1Yi
. - (Zyi)z 1
ﬁ[:ij ’yi/“‘l:l[zll:[%#%:‘/[\i ,Sm: n s Ve: n—l (ZYiz_Sm)o
4.5 TOPSIS

Hwang and Yoon (1981) Fa&fe A 2 R AEHE /5748 R TOPSIS » HAAB R E[FRE
=5 B (8 7 FE B R AR SO AR AR B - (EPTEER SEE R AR AT - R AR R
1 o BT ERS5 Tong et al. (1997) {ESLOTT -
GERL BT S T ER S B E R M RSO -
TERL RS RS S E R AV STUEREAE (L (standardization) » BRI AL
T

5 3)

Hepo r R n Bl S F EmE R TAERECESE - xRl S S B R Y
SE -

SER3 © RHEESUENSR B R B R RE P E -

TERA TR E R S ERARIEESE (5)) SRRV EERE (S) 2 H R

S = =) (4)
j=1

S = Z vy =) (5)
V=1

Her v FoREE B S S B R T IR IR LS E -
BERS - HRYIS B GHVHE BT (RC) (BSLIRSY
s

= 6
RC=gg ®)
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Hep o RO 2 > AT 1 Fon Fifld B i e E LI &S - TR R Ei(H
Bl SRR SlF A -

S TR A e R i A (L R e B vk

EBFLNEFUAAEERE ~ S ~ 22 AYE(LIhEE - HEIEIREHEER BB R ERRE
ACEILHIIES (TR HE N BRES F AR T R R L BRI TIE - AbtstEAED
J77AEATOPSIS ~ (I IEHA i SRR &5 S AR R U SR AUR R B HY B FE P B 225 Chan er al.
(2006) ~ FREF ~ B350 (2014) - HDBRRARANES - 2 A E RS A g R U st i e Al
DAMSE s fils B 3R 22 AR E » H i FI I TOPSISiRE 2 B i B i PR By B — S B 5 1k » 3%
FERNEEANFELSE R - BHEAVIN (30 ~ 200) ~ ALK (0.5 ~ 1.0) ~ 288K ~ AL
2 (100 ~ 1,000) - ZER SR S A OHRE = B < B8R - R EIRME Rome N5

BRI S
Pz v ke

l

TOPSIS# # 5
A F Y 2S ey
v
A
Ao he e
v EAA SRR -
> i}%‘}’g‘: -
+
v
# Rl R AR
v
< fie I}
v
E v
. L ?pf%\"f‘lhﬁaé‘;ulﬁ?ﬁlﬁ
e s (P k)
v
IrEHE-F 3

[N AL
rees

B3, fEi s a EREE A RTEE
BERR © AT B TR
5 IR BMSE < 10°805E (B2 > 10,000
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T — () AL REET R AOHE L 1,000 REMFENA L 5 B (2) HEFRERBARE
HESR » BIMSE < 10°» BIZIE o 418 A B L I - BB S BT s F BB e -

5. SRS

BRI ERHE S B R s S/NEE ~ TOPSISHEEL DK JE &84 E o3 i » W4
BRIEED  RIRESEUKENAS -
5.1 {5 S E R S/NEL
7 408 P 1 5 325 2 (A1) o AR M SN B SR A5 1 o B R M S R SR R B R e (R S K B4
& FEESREOMMER TR NamE (WFR2) > MFR2TFIREE B SUR &
Fm RHRER -
5.2 TOPSISHfEZEKHER &

¥ Hwang and Yoon (1981) Fra&fe i AAYTOPSIS 2B AIIEHE 70k » HETT4.SEI AT
% > TOPSIS 2 RC{E N [ER Bl 2 BUKEH SRS -

=2 XXM

Level A () B (&) MEE PRI b
FEE RS A2 B2 10% L A R E S s B E -
FEVE (SIN) ’ 2. JU i {E R S/NLERBAE M F5A3 5 SR IEHE
e PSR L > SINHL A B M A2 -
i o 2 PR » B -
FAENE (ANOVA) 3. P EEE > ANOVASEZE M B3 » SN
PHE TS RS A2 B3 10% HEM BB - R AB3RTEBS IS » FT
FEEME (SIN) : DlgSes s -
- 4 R4 E A3 ~ B3 o
i 2 e 5. z%%%{ié;ﬁ%; “BI-
FFE M (ANOVA)
frff e S A3 B3 40%
HIENE (SIN) '
HRE 3% 1%
FE M (ANOVA)
[EaE ShaE i A3 B3 20%
BIEENE (SIN) '
HRE 12% 10%
FE M (ANOVA)
PRIENE A R & A3 Bl 20%
BIEENE (SIN) '
=144 7% 5%
HIEEE (ANOVA)
ESEUKERE A3 B3 100%
Total Optimal 2 A3 Bl 100%

BERR © A E TR o
5 TR Fa = 0.05 F A EHE © ANOVA J8% B85 7 (analysis of variance) o
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723, TOPSIS X FEZ=

Level A B Average

1 0.51 0.59 0.55

2 0.44 0.52 0.48

3 0.75 0.59 0.67
Delta 0.31 0.07 0.19
Rank 1 2
B
REHE A3 Bl

BERER © AgeE TR -
5 FREa = 0.05 F BEEE .

5.3 FEMHHE A R B T

AW EFIMATLAB R201 380 HG /17 EIE IR aS AR o A - 308 S8 T At » DA
H O E S RACE 2 Fil64H E &~ $F RS 2 8 H S 1F R B RS S s av 3l sk AE - 1
B f% AR M Ry Rl AE - Eoh BhOH DR Bk B S R A 3E /KR TR T 569 < BE
AN o FA R 805 280 A e & T (B S E F2 5 B RIFRIE A 75 A B SO ERETHY
G KERER B #EGEREEME T EEE I REERE &l ~ 9 imdERIE
JE Fs TOPSIS /3 #71% 15 EIRV AT 64H 2 RC MRyl 9k B AR - il S (& 34H AIME Ry s HARE » H
7> B REEE B TOPSISHEE % 7 B — B Rt - i T E K s MEE R 2 E
B T FR0.05 > FRO0.5 : BhEgaE A B NR0.7 - EFR0.95 ; i AJE £ [Z5E g B[S g £ i
L i BB R Ry BRI R 352 36 P logsig » 1171 1% e UL IS BRI BESE XE Fysigmoid axonpl# ;5 f{E
PRAHES ARSI SR &% I R e 2 DU N WIE - &I SR ER Rz 510,000 B 15l SR =3 4R
PR AR EZE$00.0000 1T IS 1F 5 5% 78 58 Rl 1% HET Tl SR LI AR 2 Train GradientEil
Test MSE{E AR HIE FERIAVIFIR - R4 By AR50 &3l SR 1% FTast & 2 EIE RS 4Eis - &
Train Gradient8Test MSE{E &% 4 (&S 4R )l o 1% Fr BUR BV E A NN R « 45580 - &l
4 Train Gradient0.000011 » i A=t Test MSE 50.02 BA &/ Vb fE{E B1HISEMSE » HUACHH
F B ¢ 8 T A A A R Y Bty A A T #2 - ek g e AT L ~ i L e A T
1 BEHAREGTE £50.25 ~ BhEWIIG{ERE f50.95 -

5.4 FENERTRREILZ BT

TRIZEN SR AF R AE AR AR Y - i AT (E RS ~ R AT B3 ~ iy g e
GOTEB] > PR NERAREE R B - At h BN EE AR ESBE &
DUT S (2% - PRAm AR R0E ~ OUaREE AN RS0 ~ SXBCHR Fy0.5 ~ S8R R1.0 ~ HE
RE R 1,0000% - FRCEEFEIE - WA B ASRE - ETAERNEE - EARNEELH
SR B E A IR B I o B A (A P O B R B E Se B ISR » 325 By ACHIt

4. RIEREAATPAE A RR AN FRAE SR
I A BT PSR O M E Ol R s Train Gradient ~ Testing MSE
2 1 1 0.25 0.95 0.000011 0.02
BRI - AWEE TR -
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75, TR A S A REE AR E 2 BUKEES
SEERE R PHESITRE RC,
166.80 A 15.40 cm/min 0.71
FRIROR © ABHFFTE TR -

FeMT RS AN FARES BUKCEES -

5.5 BpidE bR

AEEE TS B R 2 ATRRIE IS %N EREIER] - AEERIS%(EHERHI(E & [0.40, 1.14] -

&L B Al FH 7RSS & 8 BB Z S Xk (R3R2) ~ TOPSIS (F3R3) B
W ICENER ARG R 2 SR RESBUKCEES (RRS) > AIANETREER - AU
Z BB E B LI TOPSIS 2 RCAE MRy X ERFLE S BUK B S 4RSS - AR ST R E &
ESRUKREH S - HERMFROFTR -

HZR6 P AIFE S TOPSIS ~ JsL R B R B B Bs B iR ES BUKEHE - H
RS E BT HIE (RC) 0. 98B HANAVEH S - HZEBNEHER N - iRl T
REAFRBIRMAET -

6.1 L3
AU FE DAk B S < S 97 R E Ry FR B B > M T J57% ~ TOPSIS ~ JATHIEA
B~ B R E S BRI A DR S RESBUKEHE - PIuERERTERED TR -
P4 S i AP RS BT T T AC -
(1) RSO ERRS ~ B E B R R RN AT SRR TIE - $R R Ry
B MLEZEERN T MEHERGEREN > SFHERANINFESE R R
(2) RO - DARE S IR Es B N RUA 2 TOPSIS RCAE /0. 98(BRHAMAVAAE » H
R SRUKEH S RBIFFER167 A ~ RS {THE15.4 cm/min -

6.2 #H

(1) 3550 0 E R V0 53 T L5 AT 0 Ay e A B e 1 B B 5 BB L 4

#o. BsE BERATFI(E

Wbz ASHPERET BERHHRS TS ERseE e E
TN 170 A 15.40 cm/min 0.18
TOPSIS 160 A 15.40 cm/min 0.32
BRI B & & B R LA 167 A 15.40 cm/min 0.98

BRI - AR R TR -
i RASCREHIUNAS AR &R 2 RRL -
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(2) B3T3 7AHTER 77 B AT 1T 26 B i R M B — (L0 BRI o] 5 808 2 ik B (desirability
function) HYfCTOPSIS : 5540 o] =5 & 5 i 7 $& ) & 1% (support vector machine, SVM) HY
T3 ENE R iy T B B AL RE B AEAE & - SVMBTNEREEE/ VBT - fILA
R FIVE B B RUE A 2 i e G

253k

Howard B. Cary and Scott C. Helzer# » [i/%% ~ £ ~ BRIZEERE - 2010 » BIAUSEER - (LB T3 -
o e

BlERE (1990) - FHEETE - 2R 210

e ~ AL - BUETlE - 2001 - TIGHE R HIE TR A AR BT R] - 1788 - 22(5) » 5-8 -

TR ~ B3 0 2014 0 FERIRMEEENHURSa S SIS MR 29T - B > 21(3) » 205-
216.

FEHIZR 0 2017 » S0528A & G ELAZIIBEE S & SN & i 854 < L E R I 2 MU AL BREER S0 0 HEAE
REE > e -
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GENETIC ALGORITHM TO OPTIMIZE THE WELDING
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ABSTRACT

Due to excellent characteristics of light weight, high strength magnesium alloy, and
high conductivity copper, the joining of copper and magnesium alloy are gradually
important, with the rapid development of industry, as well as changes in consumer’s
demand. Tungsten Inter gas (T1G) welding is convenient and general joining technology.
The welding of different metal materials such as the copper and magnesium alloy have
superior mechanical characteristics, but the melting point of copper and magnesium alloy
are 1,083°C and 649°C respectively, the difference is very large, also the feasible setting
for the heterogonous metal materials welding parameters of the TIG has many difliculties
due to some hard and crisp inter-metallic compounds created within the weld line.
Normally, the setting for welding parameters does not have a formula to follow; it usually
depends on experts’ past knowledge and experiences. Once exceeding the rule of thumb,
it becomes impossible to set up feasibly the optimal parameters. This research proposes
an economic and effective experimental design method of multiple characteristics to deal
with the parameter design problem with many continuous parameters and levels for the
weld of copper and magnesium alloy heterogonous metal materials. It uses technique for
order preference by similarity to ideal solution (TOPSIS) and artificial neural network
(ANN) to train the optimal function framework of parameter design. It combines soft
computing (SC) of genetic algorithm (GA) to search the optimal parameters combination
for the weld of the copper and magnesium alloy heterogonous metal materials. To
improve previous experimental methods for multiple characteristics, this research method
employs GA to search the optimal parameter such that the potential parameter can be
evaluated more completely and objectively.
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