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A Method for Joint Optimization of Welding Parameters and
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Abstract: In order to reduce the influence of temperature field, welding residual stress, human factor, etc., on
welding quality of structural welded parts, firstly, a three—dimensional model of structural welded parts is established to
simulate and analyse welding temperature field, welding residual stress and welding deformation, subsequently, the
influence of clamping condition, heat source pattern and welding parameters of structural welded parts on welding
deformation and welding residual stress is investigated, simulation and test results are compared, thus identifying the cause
of welding deformation and modification method. Finally, welding sequence and welding direction are used as design
variables for welding sequence optimization with genetic algorithm, in which the least welding deformation sequence is
obtained by simulation with the least welding residual deformation as optimization objective. On the basis of optimizing
welding sequence, the clamping position, reverse deformation design method are simulated and optimized respectively,
thereby obtaining the process design scheme and the optimal forming accuracy with the least welding deformation.

Key words: Welding deformation, Heat source, Genetic algorithm, Welding sequence, Reverse

deformation
| wrm SR, TR AR R
B &5

o DR R AR K R R AR i AR 5 TR
TE PR B AR b AR AT P ) — AR 2 FEAF 5 iy e ] 1) P BB AR 5 v ARk AR A

PEE I  E (1984—) , 3, G TR, 12205, W52 7 1) hy R SUL 05 B R .

ST H L ZRAE BRI AR AL S I H (RZ2022ZR22) ~F45E 5% Ay T 0 & S50 L5

BELRF| AR

R, IRAW, FR4k I, 4 AT NSCA- 1 89 F F 2 MIF B0 B S AL A tr LB EAAL T S (]]. A % T L 5 A4, 2025(6): 8-14.

CUIL Z, ZHANG L M, GUO J W, et al. A Method for Joint Optimization of Welding Parameters and Simulation Based on NSGA—- I [J]. Automo-
bile Technology & Material, 2025(6): 8—14.




F AT

BE % . A TNSCA-T 9 FF L MBFHEIRA 8 ShhAFaly LBFESMA T & -9 -

PR AR 14 1L B 22 5 5 B 5 TR AR SR MDUY 5 B A2
ek s plely SR A v o R OR A BROGIE BT AR 4R
AR BAERE" S Liang SR A BR 70 26 B 5 41
B WA R A, O AR IR 5 SC PRy BRAZ I 25
R BB TS e SRR S B IR B o B R
BEIR LAY NGRS T3 09 730 A, R A BROTTT ik
HEATRBUE AT B, 45 R R W i o e AR e )
T2 oI5 3, 2R FH A2 B At 4 T A 288 S5 B AR R
RS R Pl A1 LA R T BB B AL B9 Oy A T
FE TR R I A R R A N 5 AR TR o A ML 5
Wi P ZR e X A ) A TP T A R A R A I
LB AR N 3 AT AU A 3 oy A 4 2R 3RS
B KR HRNG Y o T e PR A R T g AR
$e T B u o 45 12 R T8 S0 B A8 Al 19 10 AR
T O 1k AT R B R LA R B A Dy
PR HEA A PR IC A3 BT ik o Bk B AEE I A A
T4 < R T T 20 0 E B R EA ) B BE S B
IR 2T AL T RR AR R A BROTARE Y,
3 3ok A o R AR R U T 1] 40 o R AR
Isiam S5 AR A2 45 0 BS54 AR AR W50 0 42, 2
SE T AR IEART ) SRR SO AR AR RN A
AR foe RAZ T A Ak F b, DU i oo 4 /s
AR A B AL LA A S &, MBI T
SR IR f AL B AR STy 2 R . kAR
THAFNOSE Y IE A I g i, A T Hb Bk 4 5 1 i
R T 2280 RINENR AR T2,
A/ B PR B A I AR I B TR bR
Y T S AR J HE R 2 7 AR S 55 AR 1o ) UL
75

BEOOF L 3 R, AN SCHR T A ALK (R A
15 B AR LS R A S U AER & D0 A 12 il K- A2
M T7 ko N E A A R AT CAE 1
FUHOR  FUSABAU S B il 3 R85 PP A e L s AR
PRV AR B KR | e B B R e
SERRE TSR L AR S PR R W)
&5 P /MR FR AR ALY S Ak H AR, 8 I B DUAR
B R IR I AR e A, T AT 4 3 T R AR
AR A e IR Y 5 B A B2 Y A s A A L e B
{3 AN AR e 45 T Bk & 0 B R A e AR 4
45K

2 ) EHIA

F PSR G ORI B AP TE BRI, A
R B R 2R . T2 TR 22 AR K
R e B e L R/ SR A E A S IR
SR, JC I PR S R I A B BRI R, T
ER IR AR 1 B a0 7 S5 R LA B2 K
AR A AT B AN P 1 PR o

(b) FFEE R I S A AT B
E1 FFEMREEGRE
TETRBS R, TP AR A AR Bk T
PIAEAETE . 2ol PGt rp el gk AR T i ok,
3.10 mm; BERE A BR AR RS, 9 0.10 mme 4
AR A5 RS I T RN 2 i

(b) BB A2 T ki 22 el

3.1 mm

(o) KRBT BRI 25 R

0.1 mm

(D JERERE TR 22 I 4%
2 FEEHER. TRRRERD



10 - AF LT AR 5 64

R A5 A5 78 15 S A KR 45 L LR IR R DU
7 T A AT ARSI AR L V% S AR A SR I i)
I e A8 I 1R 2%

K FH K HL |28 RO o 48 428 R 4% R (O
WA 2 A A AL 3 ) I 8 3 S 07 8 OB i R K
{E 4 5.30 mm, 7 ] 3 &8 A5 H2 A2 O i B KA N
3.00 mm, H ] F A7 AR 42 AR Y & B L 2 R 0, 2R
G FIE T BRI 3R 2, A0 0 52 PR AR 4 A5 1 B
ity 8.40 mm, £ 1 AZIE 5O 6.10 mm , BB P G
4 14.50 mm o 3 TR by AR IR A R B AR B
I 45 2

4
L e
b, T e " e

s

() KNG e s TEAGH

(DGR AT 575 I
E3 MEREERERAN

3 ETFNSGA-NEEEENEESHM
HEBREMRK

TERLILG7 B b il i A P RO 2
I 46 T2 2 880, RS A R A 5 ) A 1 T
PE B 28 W B b MR AR R e e PR gl e
PO T 5 o R S X KR 42 A8 T 52 e fe K A
Fz— W, nT I T AR T e AR A5 4 AR I
i R T AR SO HE Y 35 4% 55k T (Nondominated
Sorting Genetic Algorithm= 1 , NSGA- I ) iy 4 3 &
BORUT BERA DL AL DRI 7 i 1B 4 R .

A

ey st be ]
il

I 75 1)

EESVARLE

puted SR H
2 4R
WG AESE

B4 BEGERSHALBKSALRE
3.1 ARTEBEL
AR AT B AR B AN A 5 TR, oS
[RENIBIEE e



F AT BE F: KT NSGA- Il 09 F F L MIF T @ ShhACH 45 AR ST % <11

E5 HRTMEEE

32 BRIEE

X Az 25 K 11 30 24 SRR AT T Ak AL B R S
P 25 K 187 Ak hy BRAE 0 WM 2 5, 20 S8 S AR
22 () P 42 i A e P AR P 5 R e e R b AR R A
Taf WAy 34 5 o A8 A A e NGB0 DX, S 5 AR
VRS Bl 3o B v AN [ B 20 B A 1) sh &8 A8 4k

BRI T &, AR R 3 R 25 4 R
57 1000 mmx300 mmx10 m [ 32 56, H F 3%
PEAE PR B o AE 34N J0 B 1) G o 1) A e X 24
W TT, IF X Je B2 BT AN 1 000 N #Y 7, 34
Bk an & 6 R o

Ee6 AR L EER

3.3 BIERIE

HR A8 52 B A5 M 3 5% 38 FH s A i AR OR 4 8
(Gas Metal Arc Welding, GMAW) ., #4J5 Z 50 h
LI A 200 AL HLE R 19 VL, 208 9 0.80, fR AR B
Bl BE A 3.33 mm/s , FHOBUA 33K BA 5 AR AR A8 41 552 B
AR S E W T TR SRR, A
U5 B4 43 A7 A0 B W] BB 43 A2 B 2 A R Y 52 ) i
KA . A BRITH BT b, B A5 42 B rh 34
VR 1 43 A R0 I 3 ) B A 7 B A o

i
ol

BiE: S
TRAMER SR
BIHC ae: 1.96
B a,: 7.2
ZE b: 5.0
RE d: 4.5
BHEH x: 3.0
ReBAIRELOIEF : 0. 427948

E7 WHERERNSSHIEE
34 1BELREIEEREESIE
Z: W45 78 A0 G2 00 7 ) 8 AR 8 0, A AR

B, O 45 52 7 4 A AL S5 9, B AR AR Ml AR
BRI W) ) o ) 5 B [ 98
8], [ 3 A4 0 248 BAS B 3R, Jhb AR 820
A R R O A A N ] AR B R

8N o
RS
[we  \Paa =kEmm @FeEEE Q@Swss OmEEE QSwEe |8
1 @2 380 00 154114 154114 154114 €
2 P /692 154114 310838 156724 310838
3 P -3 380 31.0838 46.4952 154114 464952 4
[ @z 380 464952 61.9066 154114 619066 g
5 wEs 380 61.9066 71318 154114 77318
6 @ waze 2423 77318 835019 11.1839 885019
E
=
BaRE 1ieasE RS
11 R e @ FearE: 00 s R e g2
Hl Loiiad Q@ e 835019 |5 e
wsE 28
: © SIfEE: 885019 8 @ ¥ Gie) : 00
SRS © segmE: 20
O mmen w2 R 2518
e ) O/EsE N
= BRKE 226112 :
- ey © memwsm: 20
®uE =) 00
Q@ sit: 154114

B8 12484 R RIS R ) 1R
3.5 MRRAERELE

R A8 52 B A4 s M B Q235 A 1 S 45 4 1 AR
TR R, MR A 7= S B k£ HOSA 1 A AR 4% 41
BOE AR IR EE S 20 °C.
3.6 FEERREIIIR

A R TT U5 FLA5 B o, RGN 1 1 il K AR
Wit ek, 28 AT PG 50 4 6.20 mm (8.70 mm, fiE
AP, AR RN 14.90 mm. B9 R N AR
PR R R TR 45 L

Ho ERTHHELR
52 B AR 42 58 B K W A O 4 43 1 R
6.10 mm .8.40 mm, 31 14.50 mm , {5 ELAEIE A5 bR
7R TV SRS e B — 35, TRt , 6 2 O LR A
PR CE R R SR IR SR SRR
B RF R A S5 R A5 S50, RIE TR SE BB A AU
Xof L A K ai B0 R

4 HERLSH

TEA FLE5 SR A5 Wy PR A R o JE — By Sk il b ok
73T NSGA- 1L S U Aok . 76 6 38 K7 5% |



S 12 - A TE 5 M4 %64

720 Fi AR HE NG 2 b 8 2k OO R G PRI
BT NSGA- [t & 5732 , PR 9l 3 R4 2 TE =
/NSRRI PR S R RS RS
B —BUNIE BT BEAT 3 R R SR 04 28 JE 0
AR R Y & . B TR R RN
PEHENF R R, 255 2 0 R U 8 e A i ]
J ARG E W R BT S5 4 I i — 2D B e AR AR
PRI TE B R/ NIRRT R T R M AT
BIr%E.
4.1 JBEIRFHAL
BRI AT A ROTREE R . 2 )5 L R EE
AF A o KR e A KR P b Ry BTG B4
b AR 5 SRR A U — AR RS L A R TT R
FANSGA- I 85 5 XA~ (A A7 R8T 00 4 8 4 4
B, ARAT R TP ARG 1 e AR I i Gl A
R 5 010 2% A0 0 B, R AT I8 ) 8 5 R 42 0 0 AR
PREEZS I B . 2 I R i D0 B v U Sy e £ A5 4 M
Fo, A5 WA T e 4% 28 S0 2 S B AR O LR — A il
i
411 WhEBH R
e A et R R & BARL B2 I Xt 42 AR T R A7 T
SO, TR R B A | e B A T AL R
P T2 2B R BUE AR SORE R4 e AR 4 5
LIRS /SRY W i =
4.1.2 W& BbReR gL
min{U} K78 fe P AR IUT , BV E AR ek ECK -
min{U} (1)
U=max(U)-min(U), i=1,2,3,4,5,6 (2)
L max(U) S AL 8 1 i KAH , min(U) S
S AL RS I B /ME BB TR 5O PLLP2 P3
P4 P5.P6.
4.1.3 B iS5 ik
&R IR SRR SR T B 2
A S5 0 R G ) ] L, AR T 22 2 B 0 A 1Y)
it Jr=C. A& 10 R, 76 S JF 44 v 4 i i
N T) B 3 7R A A AR 1Y 8 IR AR 2 O e
X=SF K — IR TR, I<isn, n W TR
K, 43 ) s B 5 2 G ARVAR 2 T 1w 2 R 2 K
gk AR Ch B Bk EOA S B, W
5436121110,

123456 1001
134562 1101
156234 1010
Y e— F — [
654321 1111
645321 1110

E10 1BEIF5IEE RS

4.1.4 g MMV ITIE

H bR D) B8 0 250 47 55 4, L) de /N Y AR 2 A8
TE by ) Wt s o 45 300 19 e 00 1000 08 IDUTY 2 3
{H f==U,, B, 35 KA B0 Ry 08 A6 5 1 o5 AR 465
R ERMEEIT T, 2402% 8 Z m &K
# 22 U=max(U)-min(U,).
4.1.5 WitsfEHRF

VERRERAE RN LR £ 0k . FORAMAR 1938
N BE, peE T R R A AR s AL B L AR ke A
P B R B AERE IR R i Hep, = Fi/ D )TF L, R
ERH R — ST BE S R %
PR R IEAT 58 3, 38 b F v Bl AL 7= A 58 X
SBLE 33X 2 AR AR S A 27 AT e TR
T 22 48 , DT 7™ A T B A 45
4.1.6 HEBRERLENIZITSH

WAk 2 17 2 80K 0E A (MLT,P,P) L (10,8,
0.8,0.005}), BLAR ¥ B N3 1 iR .

®1 BEHEHESH

2R BUH 5
FRHER/ANAS 10
S8 SUHEA1% 80
BARREIR 10
Hii )y EZ L C U TILYIEN
A5 SHE R /% 0.5

4.1.7 KA

AL A AR EGE B E R 5
KA ARy o 0 A
4.1.8 BHEE PSS

1L BT 7R 285 8 Yk ARG 1Y 400 ik o A
A AR . & 120 in BT ] 7E S0 Y
TR v A% 14 53 A 2 4 TR B R 2 A b
a7 R A e (A B WS 22 (U B/ IN) A T SR )
4 SR A R B O SR AR M Ak 5 8 AR A B
AR B A A2 T 0 0 B3, A Ot o R e R I



FH K

BE F: KT NSGA- Il 09 F F L MIF T @ ShhACH 45 AR ST % <13 -

FE H 9 8 B3 S g f L HD 546123 | 526143
312645, %f 3 4 AR U #4505 543 B, SR AZ U
h 526143 19 AR 45 AR Y S d /N o ] 13 R AR I
7, 14 S AR AR KR 3 TR 1Y S/ NI L 1] 15
S ARAR KRS I RS S L W i e B AR
IO 11.39 mm, B 7 22 4R 8 E B 14.90 mm
B#AE T 23.60% .

Iteration 1:
Sample 1: x={'J}6#1': array([3, 2, 1, 5, 6, 4])}, y=[0.00448465 9.99465494]|

Sample 2: x={'J$t#1': array([2, 5, 1, 4, 6, 3])}, y=[0.00887106 0.00333521]
Sample 3: x={'f2##1': array([4, 5, 6, 2, 1, 3])}, y=[0.86521835 0.00376725)
Sample 4: x={'{##1': array([3, 6, 1, 2, 4, 5])}, y=[0.88572777 0.00768867)
Sample 5: x={'/}e#1': array([4, 6, 1, 2, 3, 5])}, y=[0.00855218 0.00643711]
Sample 6: x={'f2##1': array([1, 3, 2, 4, 5, 6])}, y=[0.088695647 0.00769439]
Sample 7: x={'f}6#1': array([1, 6, 3, 2, 5, 4])}, y=[0.00725969 0.06884251]
Sample 8: x={'f2##1': array([6, 2, 1, 4, 3, 5])}, y=[0.86795163 0.00772735]
Sample 9: x={'f2##1': array([6, 1, 3, 4, 2, 5])}, y=[0.086856264 0.00811836]

Iteration 2:

Sample 1: x={'J}t6#1': array([3, 2, 1, 5, 6, 4])}, y=[0.00448465 0.00465494]

Sample 2: x={'{}6#1': array([4, 5, 6, 2, 1, 3])}, y=[0.00521835 0.00376725]

Sample 3: x={'J}#6#1': array([5, 4, 2, 3, 1, 6], dtype=object)}, y=[0.00839554 0.00200366]
Sample 4: x={'{}6#1': array([5, 3, 2, 4, 1, 6], dtype=object)}, y=[0.00376106 6.00673216]
Sample 5: x={'J}f6#1': array([2, 3, 4, 1, 5, 6], dtype=object)}, y=[0.0067821 0.00601164]
Sample 6: x={'J}#6#1': array([4, 3, 5, 2, 6, 1], dtype=object)}, y=[0.00788543 0.00499766]
Sample 7: x={'{#6#1': array([2, 5, 1, 4, 6, 3])}, y=[0.00887106 0.00333521]

Sample 8: x={'J}6#1': array([4, 5, 3, 1, 2, 6], dtype=object)}, y=[0.00893355 0.002141 ]
Sample 9: x={'J2##1': array([3, 5, 4, 1, 2, 6], dtype=object)}, y=[0.00373351 0.88747155]
Sample 10: x={'{¢fe#1': array([6, 4, 5, 1, 2, 3], dtype=object)}, y=[0.0089963 0.00574061]
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Best solution found:
X = [{"f##e#1': array([4, 5, 6, 2, 1, 3])}
{"48#8#1': array([5, 4, , 6], dtype=object)}
{12441 : array([5, 3 , 61, dtype=object)}
{24641 : array([2, 3, 4], dtype=object)}
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{'1#4e#1': array([4, , 3], dtype=object)}
{"12#8#1': array([1, , 3], dtype=object)}
{42441 : array([3, 6, 5, , 4], dtype=object)}]
F = [[0.00521835 0.00376725]

[0.00839554 0.00200306]
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[0.00567995 0.00367648]

[0.00396278 0.00508084]]
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