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K BOITPOCY Ob ABTOMATU3ALNU TIPOOECCA CBAPKH
C UCITOJIB30BAHUEM AYI'OBOU CBAPKH
N METOJ0B MAIIMHHOTI'O OBYYEHUA
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Llenbro paboTHI SBISETCS MOTyYEHUE aICKBATHOTO aBTOMATHYECKOTO aIrOPUTMa TyrOBOM CBApKHU, UCIIONB3Y-
OILIEr0 METO/bI MAIIMHHOTO O0y4YeHHs /I MOHHTOPHMHIA [apaMETPOB CBAPKH, MPOTHO3HPOBAHMS AC()EKTOB IIBa
M aBTOMATHYECKOIl KOPPEKTHPOBKH HACTPOEK C IEJIbI0 MOBBIMIECHHS KauecTBa M HAIEKHOCTH CBApHBIX COCIHMHE-
Huil. Hacrosiiast paboTa MOCBSIIEHA CO3AAHMIO AITOPUTMA JUIsl aBTOMATH3aI[MH JYroBoi cBapku Metogom MIG/
MAG ¢ nprMeHeHHEM TEXHOJIOIHi MAIIMHHOTO o0y4yeHH s, B yacTHOCTH Monenu Random Forest. Paspaborantas
CHCTEMa HalpaBJIeHa Ha HEIPephIBHbIH KOHTPOJIb TAKHX ITapaMeTpOB CBapKH, KaK TeMIIeparypa IBa, CHJIA TOKa,
CKOPOCTH MOJ[a4H MPOBOJIOKH, PACXOJ 3alIUTHOTO ra3a ¥ muprHa mBa. OCHOBHAs 3a[a4a — IPOTHO3HPOBAHHE Be-
POATHOCTH Je(hCKTOB CBAPHOTO COCAUHCHHS U aBTOMATHYECKasi KOPPEKTUPOBKA ITApaMETPOB JUIsL HX MPEAOTBpAIlle-
HYIS, 9TO CIIOCOOCTBYET ITOBBIICHHUIO IPOYHOCTH U JOJITOBEYHOCTH KOHCTPYKIU. AJITOPUTM pean30BaH Ha sI3bIKe
Python ¢ ucnons3oBanunem 6ubnrorex Numpy, Sklearn u Matplotlib u anantupoBan s pabotsr B cpene Google
Colab, uto ynporaer npoBejicHIE SKCIICPUMEHTOB M aHAJIN3 JaHHBIX. B X0/e TeCTHpOBaHMS CHCTEMa HPOJAECMOH-
CTPHpOBAJIa BBICOKYIO TOYHOCTB Ipezackazanus nedexros (100%), moATBEpKICHHYIO METPUKaMH KilaccH(UKauu
n ananm3oM ROC-kpuBoii. IIpeaioxeHHBbIH Toax01 00ecHedrBacT ONTHMU3ALMIO CBAPOYHBIX POIECCOB, MUHIMH-
3aIIMI0 IPOU3BOJCTBCHHBIX OIIMOOK U OTKPBIBACT MIEPCHIEKTHBBI IS a[aNTalMK K JPYTHM BUJIAM CBapKH, 4TO JieiIa-
€T ero LIEHHBIM HHCTPYMEHTOM JUIS TPOMBIIIIEHHOTO IIPUMEHEHNSL.

Ayrosasi CBapkKa, Ka4eCTBo liBa

ON THE QUESTION OF AUTOMATION OF THE WELDING PROCESS
USING ARC WELDING AND MACHINE LEARNING METHODS

Vybornov LI., Piotrovskiy D.L.

Russian Technological University, Moscow, e-mail: pobinput@gmail.com

The aim of the work is to obtain an adequate automatic arc welding algorithm using machine learning methods
to monitor welding parameters, predict weld defects and automatically adjust settings in order to improve the quality
and reliability of welded joints. This work is devoted to the creation of an algorithm for automating arc welding by
the MIG / MAG method using machine learning technologies, in particular the Random Forest model. The developed
system is aimed at continuous monitoring of such welding parameters as weld temperature, current strength, wire feed
speed, shielding gas flow rate and weld width. The main task is to predict the probability of welded joint defects and
automatically adjust the parameters to prevent them, which helps to increase the strength and durability of structures.
The algorithm is implemented in Python using the numpy, sklearn and matplotlib libraries and adapted to work in the
Google Colab environment, which simplifies experiments and data analysis. During testing, the system demonstrated
high accuracy in predicting defects (100%), confirmed by classification metrics and ROC curve analysis. The proposed
approach ensures optimization of welding processes, minimization of production errors and opens up prospects for
adaptation to other types of welding, which makes it a valuable tool for industrial applications.
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BBenenue

Ha ceropHsnHuii 1eHb COBpEMEHHAsI aBH-
aIlMOHHAS TIPOMBIIIIICHHOCTD CTPEMHTCS K TI0-
BBIIICHUIO KayecTBa, YQPEKTHBHOCTU U aBTO-
MaTu3anuu Nporus3BOACTB. B cBs13u ¢ 3THM BO3-
HUKaeT MOTPEOHOCTh BO BHEAPEHUHM METOJIOB
WCKYCCTBEHHOTO MHTEJUIEKTA IS YIIPABICHUS
MPOM3BOJICTBEHHBIMU MPOIIECCAMH M YBEJIH-
YEHUsS BBHINMICYTIOMSHYTHIX ToKazatenen [1].
BcenencTeue 3TOro OONBIIOT0 BHUMAHHS 3a-
CIY’KMBAE€T aBTOMAaTH3alMsg METoAa JyrOBOM
CBapKH, MOCKOJBbKY B OOJIBIIIMHCTBE CIy4acB
IoJIaraeTcsi Ha TPAJUIIMOHHOE BEIEHUE TeX-
HOJIOTHYECKOr0 MpOoIecca, KOTOPOE 3aBHCHUT
OT KBaJH(UKaMKH oreparopa M BHEIIHUX

MPOM3BOACTBEHHBIX (pakTopoB. B HacTosmei
CTaThe PACCMaTPUBACTCS AJITOPUTM aBTOMATHU-
YeCKOM IyroBOM CBapKH, KOTOPBIN UCTIOJIB3YET
Meton MamuHHOro oOydyenusi Random Forest
Ut o0ecTieueHusl MpeicKa3aHns BO3MOKHOTO
JnedeKTa 1 KOPPEKTHUPOBKU ITapaMeTpoB CBap-
KM B PeKUME PEabHOTO BPEMEHH.

Leap uccse10BaHusA — MOTydYeHUE aJleK-
BaTHOT'O ABTOMAaTUYECKOI0 aJlrOpUT™Ma AyTroBOH
CBapKH{, HCIOJB3YIOLUIETO0 METObl MAIIMHHO-
ro oOydeHus sl MOHUTOPHHIA IapaMeTpOB
CBapK{, MPOTHO3MPOBaHMSA JAE(EKTOB IIBa
M aBTOMAaTHYECKOH KOPPEKTUPOBKH HACTPOEK
C LEJIBIO MOBBIMIEHHS KaYeCTBa M HAJIEKHOCTH
CBapHBIX COETUHEHHH.
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MaTepna.m)l U METOAbI UCCTICAOBAHUA

HccnenoBanne ObUIO MPOBEICHO B MOJIE-
mupyeMoit cpene. IlporpammHas peamm3ariust
MIpeICTaBIAET COOOH MOHUTOPUHTOBYIO CHCTE-
My CBapO4YHOIo mporecca ¢ QyHKIUeH mpen-
ckaszanus nedextoB mBa [2]. OCHOBHas LEib
CHCTEMBI — 00€CIIeYUTh KOHTPOJb MapaMeTpOB
CBapKH (TeMIepaTypbl MIBa, LIMPUHBI IIIBa,
TOKa, CKOPOCTH CBapKH, ITOTOKAa 3alluTHO-
TO Ta3a) W IpeAcKa3aTh BEPOSTHOCTH BO3HUK-
HOBEHUSI JIe()EKTOB I1Ba HA OCHOBE ATHX Iapa-
MmeTpoB. [Ipu oOHapykeHHH OMIMOOK crcTeMa
ABTOMATUYECKU KOPPEKTHUPYET TMapaMeTphl
CBapKH JUII MUHUMH3AIUU J1e(DEKTOB B PEIKU-
M€ peanbHOro BpeMeHu [3].

AJNTOPUTM TIOCTPOEH Ha OCHOBE METoaa
Random Forest u psma meromos, obecrneuu-
BAaIOIIMX WHUIMAIN3AINI0, 00paboTKy U KOp-
PEKTUPOBKY MapaMEeTPOB, OMHCAHUE KOTOPBIX
npuBeAeHo nanee [4].

Kox 6611 Hanmcan Ha si3b1ke Python, B koTo-
pOM OBUIH HMCIIONIE30BaHBI OMOMoTekn Numpy
JUIE  MaremMarudeckux —oneparmid, Sklearn
JUIS CO3JaHUsl MOJICNIM JICPEBbEB PELICHUH |
Matplotlib s cozganus rpadukos. /s npo-
BEPKH TIPOrpaMMbl OBUI COCTABIICH COOTBET-
CTBYIOIIMI METOJ, KOTOPBI BKITIOYAET METpPH-
KH, ONIFICAaHHBIE B COOTBETCTBYIOIIEM Pa3/ere.

Pesyabrathl ucciienoBanus
U UX 00CYy:KIeHue

Meton WHHITUMATU3AINUN yCTAaHABINBACT
HavyaJbHBIC MapaMeTPhl CBAPKH, a HMCHHO:
3HAYEHUE TEKYyIIero Toka (M0 YMOIYaHHIO
160 A), ckopoctu cBapku (IO yMOIYaHUIO
6 MM/c), TTOTOK 3alIMTHOTO rasa (1Mo yMoJ-
yaHWio 12 15/MWH.), 3HAUEGHHE HAaNpsKEHUE
(o ymomuanuio 22 B).

Juanazon 100-220 A tunuyen mias MIG/
MAG-cBapku cTanud TOMIUHONM 3—6 MM,
YTO COOTBETCTBYET PEKOMEHJIAIUSAM IPOU3BO-
mutenei (Harpumep, Miller Electric) u uccire-
JIOBaHUIO [5], moaToMy TOK B 160 A OBLT B3ST
KaK CpeJHee MEXIy MEHBIIUM 3HAYCHUEM
ToKa, paBHbIM 120 A, u 60ombmum — 200 A [6].

Hanpsoxkenne 20-24 B cranmaptHO U1
MIG-cBapku € NOCTOSHHBIM HampsKEHUEM
(GMAW-CV), Kak ykazaHo B 0OITHX PyKOBOI-
ctBax (mampumep, EWl.org). /lanuble 3Haue-
HUS SIBJSTIOTCSL ONTUMAJBHBIMH JJI JTYTOBOM
CBApKH, B COOTBETCTBUU C HCCIICIOBAHHEM
[7]. Takum 0Opa3om, 3HaYCHUE 110 YMOTUYAHUIO
OBUIO B3STO Kak cpemHee apu(MeTHIeCKoe
TpaHUI] IMaa30Ha.

Temmeparypa mBa B MIG-cBapke 3aBH-
CHUT OT TEIUIOBOTO BBOJIA U OOBIYHO HAXOIUTCSI
B nuanaszone 500-700 °C, B COOTBETCTBHH C UC-
cienoBanueM [8]. COOTBETCTBEHHO ACPEKTOM
OyIeT cuuTarbCs CBapHOE COCTUHEHHE, Clie-
JaHHOE TIpHU Temrieparype Boitne 750°C.

MHuumanuzauma
napaMeTpoB CBapku

MHuumanusauma
PEXMMOB KOHTPONA

WHuumuanusauma
PeXUMOB CBapKU

YcTaHoBKa
HayanbHbIX pexuMmos

MHuumanuzauma
mogenu

Tpexuposka moaenu

Puc. 1. Brok-cxema memooa uHuyuaiu3ayuu
Hcmounux: cocmasneno asmopamu

Ckopocth 5-8 Mm/c (300—480 mm/MuH.)
CTaHJapTHa A aBToMarusupoBaHHod MIG-
CBapKHh, B COOTBETCTBHHM C HCCIIEIOBAaHU-
eM [9], a 3HaueHne B 6 MM/C OBLIO B3STO,
KaK ONTUMAJIBHOE.
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ITorox 12—18 3/MUH. TUIIMYEH U CMECU
aprona u CO: B MIG, B coorBercTBuU C [10].
3Ha4YeHHe 10 YMOIYAaHUIO OBIJIO B3STO IO aHa-
JIOTHUHU C OCTATBHBIMHU.

Merton ompenenseT ABa peKrMa KOHTPO-
751 (CTporuil M MATKUI) U /IBa peXKUMa CBapKu
(BBICOKAs M HU3KAsI MOILHOCTb).

B naHHBIH MeTOJ TakKe BXOIUT CO3/a-
HUE MOJIENIM MallMHHOTO oOy4eHus Random
Forest ¢ mapameTpaMu: KOJIHMYECTBO IEPEBLEB,
Ha4YaJIbHOTO COCTOSIHHSI, BECOB KiaccoB. Mc-
nmonb3oBanne Random Forest mo3Bomser mo-
JETUPOBATh HETUHEHHBIC 3aBUCUMOCTH MEXK-
Jy TpU3HAKaMH M BEPOSTHOCTBIO JedeKra,
YTO JIEJIaeT MOJIEINb 00Jiee yCTOMUMBOM K IIyMY
10 CPaBHEHHWIO C JIMHCWHBIMU MeTomaMu (Ha-
TIpUMED, JTOTUCTHICCKOU perpeccueii).

biiok-cxema  MeToga  MHUIMAIM3ALUU
Mpe/CTaBICHA HA pUCYHKE 1.

Hauano
__—"/

4

MonyyeHne BXOAHLIX
napameTpos

\ 4

Co3gaHune maccuea
NpU3HaKoB

A 4

Hopmanusauua
NpU3HaKos

A 4

Mpeackasaxue
BEPOATHOCTU

nedexra

h 4

KOH:u\

Puc. 2. Brnok-cxema ancopumma o6yyeHus
Hcmounux: cocmasneno agmopamu

Mertoz 00ydeHMsI MOZIEIH TeHEPUPYET 00y-
Yalole JaHHbIC U 00y4aeT MOAEIb JUIsl IIpel-
ckazanus aedexros [11]. OOyuatomuii Habop
JaHHBIX (POPMUPYETCS C YUETOM CIETYIOLINX
[IPU3HAKOB: TEMIIEPATypbl, ILIMPUHBI IIIBA,
TOKa, CKOPOCTH M TOTOKa rasza. Mertoj rese-
pUpyeT METKH Ha OCHOBE 3aJJaHHBIX YCJIOBHUI
Ui OOy4eHUsI MOJEINH, a 3aTeM HOPMaJn3yeT
JaHHBIe M 00y4yaeT MOJENb U3 MPeIbIayIIEro
Mmetona. biok-cxema merona oOydeHus mpen-
CTaBJicHA HAa PUCYHKE 2.

Merton ipenickazaHust BEPOSITHOCTH Aedek-
Ta BBIMIOJHSAET MpeicKa3aHue Ha OCHOBE TEKY-
mMx napameTpoB cBapku [12]. Ha Bxox meton
MOJTy4aeT 3HAYCHUS: TeMIIEPaTyphl, LIMPHHBI
1IBa, TOKA, CKOPOCTHU U [IOTOKA ra3a.

Hauano

MexepaumA
00yyYarLWmx AaHHbLIX

[eHepauuAa MEeToK

Hopmanusauua
[aHHbIX

OO0yueHue moaenu

Koxey

Puc. 3. Bnox-cxema memoda npedckazanus
sepossmuocmu Oeghexma
Hcmounux: cocmasneno asmopamu
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A 4

MonyyexHue
BEPOATHOCTU
pedexra v TONWMHLI
wsa
pat:] Her
A\ 4 \ 4
YcraHoBka YcraHoBka
napameTpos napameTpos
GonbLuen MOWHOCTH MEHbLLEeN MOLWHOCTH
W XXeCTKOro KOHTpons 1 MATKOrO KOHTPONA

Jat:] Her

BepoATHOCTL Aedekta > 0.7?

\ 4
YcraHoBka
napameTpos
MEHbLUEeN MOLWHOCTU
1 XXeCTKOro KOHTponsa

BepoAaTHOCTL AedekTa < 0.3?

A 4

YcraHoska 6a308bix
napameTpoB CBapKu U
MATKOro KOHTpONA

Her

Y

YcraHoska 6a308bix
napaMeTpoBs CBapKu U
KOHTpONA

|

YcraHoBKa
napamMeTpos CBapku

A 4

Puc. 4. Brok-cxema memooa ycmaHo8KuU pediCUMO8 C8apKu U KOHMPOs

Hcmounuk: cocmagneno asmopamu
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Na

y

CHWKEeHMEe MOLLHOCTH

MonyuyeHue TekyLlen
Temneparypbl U
WMPHHBI WBa

v

VHMuManmaaums
BO3MOXHBLIX
aHoManum

v

Monyyexune
HOPManbHbIX
AvanasoHoB

Temneparypsl 1
LUMPUHBI

Texywas Temneparypa >
HauGonbLuen JonyCcTUMON

Temneparypsl

h 4

Tekyujas Temneparypa <
HaUMeHbLLeN 0nyCTUMOM

YeenuuexHue
MOLLHOCTH

I

Temneparypsl

Y

CHWXEHUE MOLLHOCTU

eKylan WMpKHa Wea > Haubonswen

BONYCTUMON LMPHHBI

A

Yeenuyexue
MOLLHOCTH

eKyuian WuUpUHa Wwea < HauMeHsLwen
[0NYCTUMOM LUMPUHBI

Puc. 5. Brok-cxema memooa MOHUMOpUH2A NAPAMEMPOS CEAPKU U KOPPEKMUPOBKU

HUcmounux: cocmasneno asmopamu
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MeTton co3aeT MacCUB MPU3HAKOB U3 BXOI-
HBIX JIaHHBIX, HOPMAJIU3YET UX U UCHOJIb3YEeT
00y4YeHHYI0 MOJIeITb JUIs TIpe/icKka3anus. Ha BbI-
XOlle MOJIeTb BBIIa€T BEPOSATHOCTh BO3HUK-
HOBeHMs nedekra. BeposTHOCTh M3MEHSETCs
oT 0 10 1 ¢ TOYHOCTBIO A0 COTHIX, I1e 0 — 3TO
HU3Kasl BEPOSITHOCTh BOBHUKHOBEHHS, a 1 —3TO
€ro BBICOKAsi BEPOSTHOCTh BOBHUKHOBEHUSI.

brok-cxema Merona mpencka3zaHUS Bepo-
SITHOCTH Aie(peKTa peICTaBlieHa Ha PUCYHKeE 3.

MeTon yCTaHOBKH PEKUMOB CBapKH M KOH-
TPOJIsI HEOOXOIUM JUISl YCTAHOBKH PEKUMOB
CBApKUA U KOHTPOJSI HAa OCHOBE BEPOSITHOCTH
nedexra u TonmuHbl Marepuana [ 13]. Ha Bxox
METOJ] TIOJy4aeT 3HAueHUS BEPOSTHOCTH Jie-
(hexTa 1 TONITUHBI MaTepuala. BexonHeMu xe
JMAHHBIMH SIBIISIOTCS BHYTPEHHHE TapaMeTphl
CBapKH, a UMEHHO: TEKYIIHH PEKUM CBapKH,
TEKYIIUH PEXKUM KOHTPOJIS, TOK, CKOPOCTh
Y 1ojiaya rasa.

B cootBercTBUM ¢ [14] 3HaYCHUE IIUPUHBI
1Ba, OOJIBITIIEE 5 MM, CIUTACTCS TEPEKTOM, TT0-
CKOJIBKY SIBIISIETCS WHAMKATOPOM H30BITOYHOTO
TEIIOBBO/IA, YTO MOXKET IIPUBECTH K Aeopma-
LMW WM CHWXKEHUIO MPOYHOCTH IBa. B Jro-
O0oM ciyyae BbIOpaHHAs IIMPHHA HE TIPOTHUBO-
peunt 'OCT 14771-76.

brok-cxema Meroma YCTaHOBKM PEKHMOB
CBApKH ¥ KOHTPOJISI TIPE/ICTABIICHA HA PUCYHKE 4.

MeTo MOHMTOPHHTA MapaMeTPOB CBApPKHU
U KOPPEKTHPOBKH KOHTPOJHMPYET HapaMeTpbl
CBapKH U KOPPEKTHPYET UX NP OTKIOHCHUSIX
[15]. Ha Bxon MeToAa MOCTyMaEeT TeKyLIee 3Ha-
YeHHEe TeMIlepaTyphl U MUPUHBI 1Ba. BeIxom-
HBIMH TTapaMeTpaMu METOA SIBISIETCS CIIOBAPh
C TeKYIIUMH TapaMeTpaMH CBapKHU U CTaTyCOM
BO3MOKHOW aHOMAaJIUH.

brok-cxema MeTona MOHHMTOpPWHTA Tapa-
METPOB CBapKH U KOPPEKTHPOBKH IIPEJICTaBIIEC-
Ha Ha PUCYHKE 5.

[ToygennsIit anroput™ padoraet B 6ecKo-
HEUHOM IIMKJIC, OIpAIlBasi JaTYMKH KaxJIble
0,1 ¢ u koppekTupys noBeJAcHHEe padbouero op-
raHa Ha Ka)kJ[OM Iliare.

MeTton TecTupoBaHUS TpeAHA3HAYCH IS
TECTUPOBAHUI TOYHOCTH TIpeACKa3aHmst e eK-
TOB Ha TECTOBOM Ha0ope ¢ J00aBICHUEM IITyMa
[16]. BeIXOZHBIMU TaHHBIMH METO/Q SBJISIFOTCS
MeTpuku knaccudukanun 1 ROC-kpuBasi.

Bbrok-cxemMa MeTona TECTUPOBAHHS IMPEJ-
CTaBJICHA Ha PUCYHKE 0.

HecMmotps Ha He CIUTIIKOM OOJTBIIIOE KOJIH-
YEeCTBO JAHHBIX I OOY4eHHs, OlleHKa MOjIe-
mu coctaBuia 100%. JlanHbIe OTICHKH MOIETH
MIPEICTABIICHBI HA PUCYHKE 7 U 8.

3/1ech TOYHOCTh IOKA3bIBAET, HACKOJIBKO
MIPaBUIILHO MOJIENTb OTIPENENSIeT BEPOSTHOCTh
nedekTa, TOYHOCTh Kiacca medekra — IoKa-
3BIBAET BEPOATHOCTH JIOKHBIX CpabaThIBaHUI
MOJIEJTH, TIOJTHOTA — IMOKa3bIBaeT BO3MOXKHBIN
npomnyck aedekros, F1-mMepa — 310 rapMoHHU-

YECKOE CPeHEE MEXKIY TOYHOCTBIO Kilacca Jie-
¢exra u nomHoroir, ROC-AUC — nokasbIiBaer,
HACKOJIBKO XOPOIIIO MOJIETh pa3lensieT Kiac-
cbl. ROC-kpuBasg HamisigHO AEMOHCTPUPYET
CITOCOOHOCTh MOJETH pPa3IuydaTh ACHEKTHI
1 He Je(EeKTHI.

1

YcTaHoBKa Mpeackasaxue ¢
Cny4anHbIX ONTUMaNbLHLIM
HayanbHbIX YCNosun nNoporom
v
v
MeHepauua TeCToBbIX
AaHHbIX Pacyer MeTpuk
v
YcTaHoBKa yposHewn v
wyma
Moctpoexue ROC-
KpUBOM
A\ 4

BuiyncneHue MeTok

[0 Wwyma v

SN

[oGasneHue wyma

A 4

Mposepka Ganaxca
Knaccos

\ 4

Hopmanu3sauua
TECTOBbIX AaHHbIX

\ 4

MNpeackasaxune
BEPOATHOCTEN

OnTUMKU3aLMA nopora

L

Puc. 6. Brok-cxema memoda mecmuposanus
Hcmounux: cocmasneno asmopamu

MODERN HIGH TECHNOLOGIES Ne 6, 2025



TEXHMYECKNE HAYRN (1.2.2, 2.3.3, 2.3.4, 2.3.5, 2.5.3, 2.5.3, 2.0.7, 2.5.8)

21

Kpocc-eanugauna (Fl-mepa): ©.972 (+0.051)
Mogenb npepckasanua gepekToB obyueHa

3anycKk MOHWTOpMHra Ha 10.0 ceKkyHA...
banaHC knaccoe: gedekTol 335, 6e3 pepexktoe 165

Accuracy: ©.999, Precision: ©.988, Recall: ©.997, F1: ©.993, ROC-AUC: ©.996

Puc. 7. Mempuxu 06yuenus mooenu
Hcmounux: cocmasneno agmopamu
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3akJaouenne Ha PeaJIbHBIX OIBITHBIX 00pa3lax u CoOBMeIlle-

Pa3paboTaHHBINH aNTOPUTM aBTOMATH3AIIH
JlyTOBOW CBapKH, OCHOBAHHBII HA IPUMEHEHUHU
meTona Random Forest, mokaszan BBICOKYIO
TOYHOCTh B BBISBIEHHM M IPEIOTBpAIlEHUN
nedexroB cBapHoro msa. CucremMa MOHHUTO-
pUHTa U aBTOMaTHYECKOW KOPPEKTHPOBKH I1a-
paMeTpoB Ha OCHOBE IPE/ICKA3aHUS TOCTUTAET
ToyHoCTH, Om3kor k 100%, uro ObLIO JOKa-
3aHO TMPEACTABIEHHBIMU MeTpukamu. Paspa-
0oTaHHas cHCTeMa JEMOHCTPUPYET BBICOKHM
MOTEHIMAJI BHEAPEHMUSI, TIOCKOJIBKY MO3BOJISIET
MUHUMHU3UPOBATh OIMMOKK Ha MPOW3BOJICTBE,
TTOBBIIIAET HAZICKHOCTHh CBAPHBIX COETMHEHUIT
7 ONTHMH3UPYET KA4eCTBO TEXHOIOTMYECKO-
ro Tpolecca CO3/[aHUs BO3AYIIHOTO CY/HA.
B nanpHeiimieM mnpeanonaraeTcs YBETUUUTH
o0beM oOydvaromieil BBIOOPKH, TECTHPOBAaHHUE

HHUE METoda C APYTUMHU METOAaMH KOHTPOJIA
" aBTOMAaTH3aluu.
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