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A Prediction of Circumferential Welding Quality Using Mahalanobis
Distance Method
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Fig. 1 Comparison of voltage and current for bad
/ good quality welding
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Fig. 2 Comparison of MD(Mahalanobis distance) for
bad / good quality welding

Fig. 3 Comparison of quantified welding quality for
bad / good welding
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Table 1 Welding Parameters and Levels

Symbol Process parameter 0 Levels 1
\ Arc Voltage (V) 24 26
| Welding Current (A) 180 220
S Welding Speed (cm/min) 20 30
G Gap (mm) 1 3

Table 2 Experiment result for bad / good welding
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