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ABSTRACT To solve the knowledge modelling problem of strong nonlinear characteristics such as
multivariable, high coupling and stochastic interference in the GMAW process of hull structures, a clustering
similarity particle filter (CSPF) method based on the consistency principle of the state trajectory is proposed
to establish a knowledge model for welding dynamics. The modelling mechanism of the stochastic process
is selected to construct a Hammerstein model with uncertain noise in the relationship between the welding
parameters and geometric characteristics of the weld pool, and the Hammerstein model is identified using
a step response test of constant specification and two parameter identification algorithms: the recursive
least squares method and the final prediction error criterion. Thus, the state space equation of the accurate
identification structure is provided for knowledge process modelling. Relying on the particle filter algorithm
as the core of the modelling framework and theoretical analysis, SIS filtering and GPF prediction methods are
adopted to obtain the combined trajectory formed by the current (original) and future multistage (modified)
spatial state information, and the state similarity between the combined trajectory and the actual system
trajectory is measured by the cluster analysis method. A new proposed distribution is generated under the
guidance of similarity measurement to improve the particle degradation phenomenon, update the first-order
Markov process with new observation information to compensate and modify the importance weight
calculation, replace the resampling strategy to eliminate the particle depletion problem, and then establish the
welding knowledge model of state tracking and forming prediction. Through simulation and experimentation
of hull structure GMAW, it is concluded that both the training effect of state tracking and the prediction accu-
racy of weld formation can meet the process requirements of ship welding by particle filter and its improved
method. Meanwhile, integrated with the convergence theorem of the CSPF algorithm, compared with the
standard particle filter and auxiliary particle filter, the training effect of state tracking is better in the appli-
cation of the CSPF method in the process knowledge modelling of hull structure GMAW, and the prediction
results of weld forming have the advantages of higher accuracy, stronger robustness, and better timeliness.

INDEX TERMS Particle filter, robotic GMAW, weld forming prediction, Bayesian theory, Markov process,
clustering similarity.

I. INTRODUCTION

As an important part of modern shipbuilding technology,
gas metal arc welding (GMAW) using intelligent robots
has received increasing attention from marine engineers
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[11, [2], [3]. The traditional GMAW process for hull structures
mainly depends on manual operations by experienced techni-
cians. However, it has the shortcomings of high welder labour
intensity, low production efficiency and difficulty in ensur-
ing product quality, which promotes the transition of ship
welding manufacturing from manual operation to automa-
tion, robotics and intelligence. The premise of realizing the
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intelligent requirements of ship GMAW technology is to be
able to describe and master the knowledge of various weld-
ing states, that is, the knowledge modelling of the welding
dynamic process [4], [5]. The purpose is to raise welding
phenomena to their essence, determine the trends and charac-
teristics representing different welding behaviours, upgrade
it from technology to science, and provide theoretical and
technical support for the development of welding automation
and intelligence.

However, the knowledge modelling of ship GMAW
describes the relationship between process parameters and
forming characteristics, which is generally expressed in the
theoretical form of physics or mathematics, and the accuracy
of the model seriously depends on the degree of understand-
ing welding requirements [6]. Aiming at the unmeasurable
problem of forming prediction, it is usually necessary to
establish a mapping relationship between the welding spec-
ification parameters and weld forming characteristics, that
is, knowledge modelling of the welding dynamic process.
At present, the research on welding process modelling mainly
includes three categories: numerical simulation, weld pool
vibration method and geometric characteristic modelling.
Numerical simulation [7], [8] uses a numerical analysis
method to calculate the physical law of the heat flow field
of a weld pool and the surrounding environment during the
welding process according to some theoretical assumptions
and then establishes the corresponding relationship with the
welding parameters, such as the temperature field model [9],
penetration and weld pool surface contour model [10], plasma
arc model [11], etc. Although the model has high prediction
accuracy under the premise of theoretical assumptions, it can
only be used in off-line process because of its poor description
and large amount of calculation for complex and changeable
welding dynamic process. The weld pool vibration method
assumes that the weld pool can be represented by a mathe-
matical model with uncertain parameters and a determined
model structure. According to the deterministic relationship
between the inherent oscillation frequency and model param-
eters, the unknown parameters of the weld pool model can
be determined by measuring the oscillation frequency of the
weld pool. Kotecki [12] first pointed out that the change
in arc force caused by welding current can cause the weld
pool to vibrate, including the oscillation of the weld pool at
a natural frequency after arc termination. Wang et al. [13]
found that a current superimposed with an AC signal of a
certain frequency during DC welding will cause a periodic
change in the arc force, causing vibration on the surface of the
weld pool, and then obtained the corresponding relationship
between the weld pool size and vibration frequency. On the
premise of specific welding methods, this method can ensure
a high accuracy level of penetration prediction, but it requires
a variety of specific measurement sensors, which has certain
application limitations.

The characteristic modelling of weld pool geometry is
an important premise to ensure welding quality. However,
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in practical engineering applications, due to the complexity
of the ship structure and various processes and limited by the
environmental conditions, it is difficult to directly observe the
geometric characteristics of the weld pool in real time, such
as the front weld width, reinforcement, weld depth, etc. Many
engineering practices and welder experiences [14], [15] show
that there is a correlation between the geometric character-
istics of the weld pool and the welding process parameters.
Through the adjustment of the process parameters, the geo-
metric characteristics of the weld pool can be predicted and
controlled. This paper mainly studies the knowledge mod-
elling method of ship intelligent GMAW, which belongs to
the above classification. At the same time, with the develop-
ment of artificial intelligence technology, such as neural net-
works, support vector machines, fuzzy sets, and rough sets,
an increasing number of scholars have introduced artificial
intelligence modelling methods into the prediction and con-
trol of welding dynamic process. The dynamic process of ship
GMAW has the characteristics of strong nonlinearity, con-
tinuity, time-delay, multivariable coupling, uncertain factors
and stochastic interference. An artificial intelligence method
can well describe the whole welding process to a certain
extent. Li and Amith et al. [16], [17] established an artificial
neural network prediction model based on the relationship
between welding process parameters (peak current, welding
speed, wire filler rate, etc.) and the geometric characteristics
of the weld pool. Chen and Feng [18], [19], [20], [21] fully
obtained welding experience knowledge and established a
knowledge model of the ship welding process by extracting
fuzzy set and rough set rules using a support vector machine
to solve the problem of predicting the geometric characteris-
tics of the weld pool.

Although the above methods have made great research
progress, due to the operation requirements of these methods,
it is necessary to discretize the continuity of the welding
dynamic process and learn from a large amount of prior
knowledge, resulting in the inclusion of more subjective
factors in the modelling method, which affects the accuracy
of the results [22]. Meanwhile, the mathematical model
established using the above method is based on determin-
istic system theory, and the relationship between input and
output strictly corresponds. In the process of obtaining
parameter output according to the model, the influence of
system interference in the process is generally not consid-
ered. The influence of system interference in the process
of obtaining parameter output according to the model is
generally not considered [23]. While the particle filter method
selected in this paper is to realize Bayesian state estimation
through Monte Carlo simulation technology. The Hammer-
stein stochastic noise model is used to construct the state
space equation, which determines the objective change rule of
welding process parameters and weld formation. Combined
with the particle degradation and depletion problems existing
in conventional particle filter, a cluster similarity particle
filter is used to establish the dynamic knowledge model of
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ship GMAW process under the joint action of multivariable
coupling and stochastic interference factors, which can effec-
tively solve the strong nonlinear problem of continuity, time-
delay and stochastic interference in ship GMAW, and makes
up for the defects of prior knowledge and stochastic noise.

The paper is structured as follows. In Section II, we present
the background knowledge theory of ship GMAW dynamic
process. Section III presents the modelling and application
of a particle filter for ship GMAW and provides a theoretical
explanation of the CSPF and proves the relevant theorems.
In Section IV, the CSPF simulation results of state tracking
and form prediction are compared with other PF algorithms.
Finally, conclusions are drawn in Section V.

Il. KNOWLEDGE MODELING OF SHIP GMAW

DYNAMIC PROCESS

There are many types of stochastic disturbances with uncer-
tain characteristics in the ship GMAW process, such as
unstable output of power supply, changes in weld gap, envi-
ronmental temperature fluctuations, thermal deformation and
accumulation, etc., which can cause uncertainty in the actual
operation of the welding system, resulting in the solid state
forming of the weld pool changing with stochastic noise
under constant process parameter input. At present, artifi-
cial intelligence methods are mainly based on deterministic
system theory, and the relationship between parameter inputs
and response outputs is strictly corresponding, without con-
sidering the influence of time-varying processes and stochas-
tic disturbances in welding systems. Knowledge modelling
issues related to ship GMAW nonlinearity, time-delay, mul-
tivariable coupling, and stochastic disturbances, this paper
selects the stochastic mechanism to abstract the welding
dynamic system, which will be more suitable for the actual
process. Based on this, the Hammerstein stochastic noise
model is introduced to establish the nonlinear mapping rela-
tionship between welding specification parameters and weld
pool shape, which accurately reflects the characteristic effect
of stochastic noise in the actual production process. And
then the noise model structure is identified and optimized by
step response test, recursive least squares and final prediction
error criterion to obtain the state space equation representing
the GMAW dynamic physical process, which determines the
objective change rule of welding process parameters and weld
formation.

To solve the problem of nonlinear knowledge modelling
of ship GMAW, the process characteristics should be under-
stood. Process parameters and the material state are two
important factors affecting the characteristic parameters of
the weld pool during dynamic welding. Among them, the pro-
cess parameters include the welding current, arc voltage, wire
filler rate and welding speed, and the material state includes
the welding plate and weld gap. To fully understand the
dynamic change trend of weld pool characteristics with dif-
ferent welding processes in the ship welding process, a state
space mathematical model between the welding specification
parameters and weld pool shape characteristics is established
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using the principle of stochastic process modelling, and then
the model structure and parameters are identified according to
online identification technology. Finally, combined with the
clustering similarity particle filter, the characteristic parame-
ters of the weld pool are predicted, which provides a technical
basis for weld forming quality control in the ship GMAW
welding process.

A. STOCHASTIC VARIABLES AND NOISE INTERFERENCE
IN THE SHIP GMAW PROCESS

Assuming that various process conditions are in an ideal state,
such as standardized plate form, constant weld gap, stable
gas flow and heat dissipation conditions, maintained working
environment temperature and no noise interference, a stable
welding process can be obtained using constant standardized
welding parameters to ensure the stability and quality of
weld formation. However, in an actual ship welding working
environment, the above working conditions (including the
welding specification parameters) are unstable and unpre-
dictable. The stochastic property of this working condition
affects the stability of the welding process, making the weld-
ing results stochastic. In the process of system identification
parameters and knowledge modelling, process parameter data
are collected using measuring instruments in the dynamic
welding, but the measured values are inaccurate due to noise
interference error.

The action of interference noise on knowledge modelling
can be divided into deterministic interference and stochastic
interference noise [24]. Deterministic interference noise can
be expressed as

Za(@) =T(@)+ ¥ (1) ey

where Z;, T and y are the measured value, true value
and interference noise of the system, respectively. Stochastic
interference noise can be expressed as

LZp(t) = f[T (1), ¥(1)] @

where the mixed signal Z, is a nonadditive function of T
and V. These disturbances cause some process parameters
in the welding dynamic system to become stochastic vari-
ables. Only when the stochastic process is introduced into
the welding dynamic modelling can the characteristics and
effects of the stochastic noise in the actual welding process
be truly reflected.

B. STOCHASTIC PROCESS MODELING PRINCIPLE OF SHIP
GMAW

GMAW is a heat treatment process in which hull struc-
tural materials undergo heating, melting, solidification and
continuous cooling under the action of an arc heat source.
According to the theory of heat transfer, arc heat can be
regarded as the excitation of a dynamic system, which is a
static nonlinear functional relationship, and the heat transfer
process can be approximated by a dynamic linear system. For
the welding process that can be decomposed into nonlinear
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FIGURE 1. Hammerstein stochastic noise model for hull structure GMAW.

and linear subsystems, we use a Hammerstein model [25] for
simulation as shown in Figure 1.

InFigure 1,L; = g~ is the time translation operator of the
delay factor, and d is the time-delay factor. The zero memory
nonlinearity factor is Y(k) = yju+ you®+-- -+ vl + (k)
and the linear dynamic subsystem is

BZ™Y  BIZTV+ BZT -+ B!

AZTY T Z N+ anZ 7+ a2
where u(k) and Z(k) are the input and actual output variables
of the system process, respectively and y (x) and Y (k) are the
input functions and output variables of the nonlinear factor.
The equivalent synthetic noise is e(k) = ¥ (k) + ¥ (k)/A(Z),
¥ (k) and ¥ (k) are distributed noise in different stages of the
nonlinear factor and linear part, respectively.

There are many sources of interference noise in the actual
welding process. During model construction, all the stochas-
tic noise effects are integrated together and replaced by an
equivalent noise. The model in Figure 1 can be simplified to
the following time domain expression:

3

P
AlgMZ(k) = B(g™") Dyl (k—d) + etk)  (4)
i=1

Further expansion can be obtained as follows:

[
Z(k) = — Z o Z(k—i)
i=1

m p
+ D Byl (k—j—d) + e(k) )

i=0 j=1
Let
k) =[~Zk — 1), =Zk —2), ..., —=Zk — 1), uk — d),
uk—d — 1), ..., utk—d —m), u*(k — d),
wk—d — 1), ..., u*(k—d — m), v’ (k — d),
Wk—d —1), ..., u'(k—d —m)] (6)
U =lar, a2, -+ o, Bovt, Bive, -+, Byt Pove, Biyas
o B2 BoVps BiYps s Budpl” 7
Then, the above formula can be rewritten as
Z(k) = I'(k)Y + e(k) (8)
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where I'(k) : 1 x [I + p x (m 4+ 1)] is a dimension vector,
9 [l +p x (m+ 1)] x 1is adimension vector, [, m are the
order of the linear dynamic subsystem, p, d are the highest
power and time-delay factor of the nonlinear part, I", ¥ are
the model structure and parameters, respectively.

C. STRUCTURE IDENTIFICATION OF THE HAMMERSTEIN
STOCHASTIC NOISE MODEL

Model structure identification is the premise and guarantee
of welding forming prediction. In system identification, there
are many selection methods for structural parameter estima-
tion [26], such as the Akaike criterion, rank estimation of
the Hankel matrix, determinant ratio, variance estimation of
residuals, recursive least squares method (RLS), final pre-
diction error criterion (FPE) and so on. In this paper, under
the reasonable design of an identification test, the structural
parameters of the Hammerstein stochastic noise model are
estimated as the combination of the step response, RLS and
FPE. First, the step response identification method is used
to determine the time-delay factor. Second, assuming the
order of the linear subsystem, the optimal highest power of
the nonlinear part is obtained using the RLS method [27].
Finally, the FPE criterion [28] is used to evaluate the optimal
linear order selection. In this example, the welding current
and wire filler rate are selected as the input parameters to
the model, and the geometric dimension characteristics of the
weld pool represented by the weld width are used as the input
parameters.

The step signal is simple and easy to obtain, and its
response reflects the main information of the welding
dynamic characteristics and can also be used as the input
signal for system identification. Methods to determine the
process transfer function using the step response include
the approximation method, semilogarithm method, tangent
method, two-point method and area method [29]. In this
paper, the more mature area method is used for step
response identification. The specific steps are as follows:
a) Design step response process test to obtain input and output
data; b) Necessary preprocessing of data: simplification and
screening; c¢) Draw the model response curve and verify
the model; d) The identified discrete model is transformed
into the expression of a continuous transfer function; e) The
time-delay factor of the model is determined according to the
welding empirical knowledge and transfer function.

The material selected for the step response test is low
carbon steel Q235. The most commonly used carbon dioxide
gas shielded welding for hull construction is selected for
GMAW welding. The welding process is flat butt welding.
The process parameters of the welding specification are deter-
mined through the rule database: the welding current / ranges
from 120 A to 170 A, the arc voltage V4 = 20 V, the
welding speed Vyy = 2.5 mm/s and the plate frame gap
g = 4.0 mm. In the current step test, the arc voltage V4 and
welding speed Vi remain unchanged. The positive/negative
step of the welding current is 50 A, from 120 A to 170 A,
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and the negative step value is from 170 A to 120 A. In the
welding process, after 60 sampling points are collected with
the initial current, the step change is generated by the current
controller. From the 61st sampling point as the output result
after the step response, the characteristic parameters of the
weld width and welding current are obtained using the weld
pool image and a current sensing system. Using the same
identification method, the transfer function under the condi-
tion of a negative current step can be obtained. The specific
current step response is shown in Figure 2.
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FIGURE 2. Transient response of weld width with current step.
(a) Current of positive step (b) Weld width of positive step (c) Current of
negative step (d) Weld width of negative step.

The determination of the time-delay factor is related to the
transfer function of the step response. From the distribution
of data shown in Figure 2, there is no oscillation phenomenon
in the welding process under the current step response. There-
fore, it can be considered a first-order system, and its transfer
function is as follows:

Ke—ds

1412
where K is the gain coefficient of the step response and ¢ is the
time constant. Since the structural order of the system transfer
function has been determined, the minimum condition param-
eters of the degree of fitting and comprehensive error FPE
are compared and selected as the time-delay factor, and then
other characteristic parameters of the transfer function are
determined. Since the structural order of the system transfer
function has been determined, the optimal condition param-
eters of the degree of fitting and comprehensive error FPE
are compared and selected as the time-delay factor, and then
the other characteristic parameters of the transfer function
are determined. The transfer function parameters of the shape
characteristics of the weld pool with positive/negative current
steps are shown in Table 1.

According to the identification results shown in Table 1,
the time-delay characteristics of the weld width Wy response

G(s) = C))
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TABLE 1. Transfer function parameters of weld shape characteristics
under current step response.

‘Weld shape characteristic Positive step | Negative step
Time constant ¢ 1.608 1.463

Weld | Gain coefficient K 0.057 0.040
Time-delay factord | 0.467 0.149

width | Degree of fitting 83.38% 84.58%
FPE 0.070 0.029

under positive and negative step conditions are not obvious,
while the time-delay factor d of the weld width under pos-
itive step conditions is larger than that under negative step
conditions, indicating that low carbon steel weld forming is
more sensitive to a reduction in heat input than an increase
in equivalent heat input. Under the condition of a positive
step, the gain coefficient K and time constant # of the weld
width are larger than that of a negative step, which shows
that the weld forming is not only determined by the heat
input but also affected by the arc thrust. With a decrease in
current, the arc thrust decreases rapidly, resulting in a rapid
change in weld forming characteristics. In the positive and
negative step tests, the parameters of the transfer function
obtained are different, indicating that the welding process
has the characteristics of nonlinearity, strong coupling and
variable time delay. Therefore, the above influencing factors
should be fully considered in the knowledge modelling of the
hull GMAW process.

In the GMAW process of a hull structure, the wire filler
rate and its determined wire filling amount are very important
to weld forming. A change in the wire filling amount will
directly lead to a change in the weld width and reinforcement
characteristics. When the wire diameter, feeding and swing
mode of the welding gun are determined, only the wire filler
rate can determine the wire filler effect. Therefore, the wire
filler rate should be considered as an important influencing
factor of weld forming in the knowledge modelling of the
welding process. In this case, the wire filler rate VF is selected
from 2.6 to 4.5 m/min, and other welding process parameters
refer to the current step test. In the welding process, after
60 sampling points are collected with the initial wire filler
rate, a step change of 1.9 m/min is generated by the filler
controller. From the 61st sampling point as the output result
after the step response, the characteristic parameters of the
weld width and filler rate are obtained using the weld pool
image and a wire sensing system. Using the same identifi-
cation method, the transfer function under the condition of a
negative step can be obtained. The specific step response of
the wire filler rate is shown in Figure 3.

From the data distribution shown in Figure 3, it can be
seen that the step response of the wire filler rate has a similar
function structure with the step of the welding current. Using
a similar identification method, the transfer function parame-
ters of the shape characteristics of the weld pool with positive
and negative wire filler rate steps are shown in Table 2.

According to the transfer function identification results
shown in Table 2, the time-delay characteristics of the
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FIGURE 3. Transient response of weld width with wire filler rate step.
(a) Wire filler rate of positive step (b) Weld width of positive step (c) Wire
filler rate of negative step (d) Weld width of negative step.

TABLE 2. Transfer function parameters of weld shape characteristics
under wire filler rate step response.

Weld shape characteristic Positive step | Negative step
Time constant ¢ 3.483 0.219

Weld | Gain coefficient K 0.731 0.982
Time-delay factord | 0 0.621

width | Degree of fitting 85.84% 82.18%
FPE 0.038 0.022

response of the wire filler rate to the weld width Wy under
positive and negative step conditions are also not obvious.
Under the condition of a positive step, the time-delay factor d
is close to 0 and less than that of a negative step, and the
time constant ¢ is much greater than that of a negative step,
indicating that an increase in wire filler metal leads to a sharp
increase in arc thrust, which quickly affects weld formation.
The gain coefficient K of the weld width under a positive
step condition of the wire filler rate is less than that under
a negative step condition, which indicates that an increase in
wire filler leads to the need for more heat for wire melting.
It also shows that the welding current / and wire filler rate Vg
play a decisive role in the shape characteristics of the weld
pool, soitis correct to take the above two factors as the control
variables of the hull structure GMAW.

After determining the time-delay factor of the two
welding process parameters, the highest power of the non-
linear part is identified on the premise that the order of the
linear dynamic subsystem is known. Taking the highest power
p‘lpl2 (i,j = 1,2,...) of the current and wire filling rate,
a state that reduces the error index function, which tends
to be smooth, can be obtained. The identification program
is selected because the polynomial approximation theory of
nonlinear systems (the essence of nonlinear characteristics is
polynomial) proves that the greater the highest power p is,
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the better the degree of accurate approximation. When p is
equal to the true power of the welding system, the error should
be the smallest, and the error should remain unchanged theo-
retically when the value of p increases. However, the highest
power p of the actual welding system is uncertain and may
be very large, so a satisfactory error level can be obtained by
increasing the linear order m.

Assuming that the order of the linear dynamic subsystem is
known, {k = ko+1, --- , ko+N(N > [+px(m+1))}istaken
for formula (8) to obtain the least squares normal equation

Z(ko + 1) I'(ko+1)
7 = : = : 0 =R-0  (10)
Z(ko + N) I'(kop +N)
The final prediction error (FPE) criterion can be obtained
OW) = (Z — ¥ (Z — RY) (11)

The minimum value is taken to obtain the least squares
solution as

D =®RIR)7IRTZ (12)

where the model parameters correspond to

&0, -+, Gy B(1), -, D)
Fitl O(N +im+ 1)+ D/31+N)
i=1,---,p—1
13
{l=1,~~~,m+1 (13)

With an increase in experimental data, the identification
speed of the above algorithm will be slower, and too much
old information will weaken the role of new information.
Considering the real-time characteristics of the model struc-
ture, the recursive least squares (RLS) identification method
is used to improve the performance.

Assuming the least squares normal equation Zy = Ry
where N groups of observation data are measured, when the
N + 1 group of data Z(kg + N + 1) is measured, then

Y _ Zn

Assuming Ay = [RX} Ry 17!, the recursive formula can be
obtained

Iv1 = Oy + AvRE (1 + By AvR] D!

(Zko + N + 1) — Ry 119n) (15)
Ans1 = An — ANRE L (1 + Ry AVRE )7 Ry 1 A
(16)

The above formula can be simplified to
Ons1 = On + KN + D(Zko + N + 1) — Ry419y)
KN + 1) = AR (1 + Ry AyRE )7
Ant+1 = (E — KNV + DRy 1) AN
(17)
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The recursive initial value can be selected as

9o =0
2...0
Ao = 0E = ) ,10° <2 < 10" (18)
0 ---¢2
The FPE of the recursive algorithm is:
max zA?N_H — 19N/1§N <é€ (19)

where ¢ is appropriately small.

D. EXCITATION SIGNAL TEST DESIGN FOR MODEL
STRUCTURE IDENTIFICATION

The identification algorithm requires that the structural
parameter N{, Ry must be a regular matrix (reversible matrix),
and the necessary and sufficient condition is that the input
signal of the process parameters in the welding process must
be a first-order continuous excitation signal. This means
that the input required for structure identification cannot
be selected arbitrarily; otherwise, the required identifica-
tion effect cannot be achieved. At present, commonly used
methods are random sequences (such as white noise), pseudo-
random sequences, discrete series and so on. Combined with
the dynamic process characteristics of ship GMAW, based on
the advantages of no memory and no correlation with time
of white noise, this example selects it to obtain the random
excitation signal using the recursive congruence method.

The test platform required in this experiment is the robotic
GMAW system, as shown in Figure 4. It mainly consists of
a Kuka Arc5 robot, a pulsed GMAW power supply system,
an industrial personal computer (IPC), a wire feeder, a visual
sensing, a hall sensor, and a laser-based seam tracking
system. The tracking system is used to identify the weld
trajectory through laser scanning, guide the robot to move
autonomously, and adjust the welding torch attitude to com-
plete the welding preparation accurately and efficiently. The
welding current and arc voltage are acquired by hall sensors.
The visual sensing system is composed of a CCD camera,
lenses, and special filters, by adjusting the relative position of
the CCD camera and the workpiece, the geometric character-
istics of the topside and backside weld pools can be obtained.
The sampling frequency of the data acquisition card (DAQ)
is set to 40 kHz, which can convert the collected analog
signals into digital signals and send them to the data analysis
module of the IPC. The processed feature information, such
as welding current and wire filler rate, is input into the knowl-
edge modelling module of industrial computer controller to
obtain a posteriori probability prediction of weld formation,
thus providing technical support for future research on weld-
ing quality control. Under reasonable welding specification
parameters, the random variation range of the welding current
and wire filler rate is determined. A robot welding test is
carried out under the condition that the above two variables
change randomly, and the shape parameters of the weld pool
are extracted. The specific basic process conditions are shown
in Table 3.

Wire Electric
Feeder Cabinet

Seam Visual
Tracking Sensing

{ } )
Data analysis module s@ [Knowledge modelling modulej

IPC

Data acquisition card

T i Welding current) ( Wire filler rate i
Lo et i controller controller )|

Programmable logic controller

T GTAW power Wire feeder
. supply system
Voltage
Welding L
I current
Imege GMAW weld
Torch h'a|i ectory
Hall sensor
Conditioner bot
GMAW Kuka . 7D Video robo
Torch Robot IPC ol o

Welding direction

FIGURE 4. Physical and schematic diagram of the ship GMAW experimental platform.

TABLE 3. Random experimental conditions of ship hull GMAW.

Factor Variables Parameter Value
Structural material Q235

Welding wire diameter ¢ 1.2 mm

Arc length [ 2.0 mm
Welding current /,, 110-170 A
Welding mode MAG

Butt welding gap § 4.0 mm

Factor Variables Parameter Value
Specimen size 300 x 150 x 8 (mm)
Shielding gas 80%Ar+20%CO2
Gas flow Q 13 L/min

Wire filler rate Vy 2.3-4.7 m/min
Welding cone angle 0 90°

Dry extension ¢ 15 mm
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E. GMAW NONLINEAR MODEL OF THE HAMMERSTEIN
STOCHASTIC NOISE

According to the Hammerstein model principle, the structure
of the ship GMAW process knowledge model is complex.
The characteristic output of the weld pool is related not only
to the input of the welding process parameters at the current
and some previous historical times but also to the stochastic
system interference at a historical time. In this case, the char-
acteristic size of the weld pool-front weld width Wy is taken as
the system output, and the system input is represented by the
welding process parameters: welding current / and wire filler
rate Vy. The mathematical expression of the Hammerstein
stochastic noise model [25] can be expressed as

l m - Pl .
Zk) = =" ailk—i)+ D > By yiptd (k — iy —dy)
i=1 i1=0j;=1
my p2 .
+ D Byl k — iy —dy) +e(k)  (20)
ir=0j,=1

where Z represents the melting width Wy of the system out-
put; | and u5 represent the welding current and wire filler
rate, respectively, of the system input; e(k) is the stochastic
white noise; [ is the linear order of the weld width at the
historical time; m; and my are the linear order of the welding
current and wire filler rate, respectively; p; and p, are the
nonlinear highest powers of the welding current and wire
filler rate, respectively; and d; and d, are the time-delay
factors of the welding current and wire filler rate of the
nonlinear part, respectively.

Referring to the structural identification method of knowl-
edge modelling for welding dynamic process, the structural
parameters of the relationship model between weld width and
welding current and wire filler rate are optimized. First, the
time-delay factors d; and d> are determined according to the
step response test. Second, on the basis of assuming the order
my and my of the linear subsystem, the RLS method is used to
increase the nonlinear power p; and p; to identify the optimal
highest power value. Finally, the minimum loss function is
found according to the FPE criterion and then the optimal
order m| and my of the linear subsystem is determined. See
Figure 5 for the specific identification ideas.

Relying on the step response experimental results, the
time-delay characteristics of the ship GMAW dynamic pro-
cess are not obvious, and all the factors d are less than 0.6.
Therefore, the time-delay factors of the welding current and
wire filler rate, which are input parameters to the GMAW
nonlinear knowledge model, are set to 0. In this case, first, the
particle filter algorithm is used to build the prediction model
of forming characteristics, which follows the first-order
Markov process, so it is concluded that the linear order /
of the weld width is set to 1. Second, depending on the
principle of timeliness, the structural model should not be
too complex. Assuming the linear order m; = mp; = 2,
the highest power of the optimal nonlinearity is determined
as p1 = 1, pp = 3 using the RLS method; see Figure 6
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FIGURE 5. Structural identification of the GMAW nonlinear system model.

for details. Finally, the linear order is changed successively
according to the optimal highest power, and the minimum
loss function is found using the FPE criterion to determine the
optimal linear order m; = 1, my = 3, as shown in Figure 7.

lll. DYNAMIC KNOWLEDGE MODELING METHOD

OF SHIP GMAW

In the actual ship welding manufacturing process, weld obser-
vation sensor equipment is complex and has high installation
requirements for hull structures. At the same time, the pro-
cessing algorithm of image recognition and feature extraction
is complex and time-consuming, which does not easily meet
the target requirements of real-time observation and moni-
toring. Therefore, this paper uses the improved particle filter
method to establish the GWMA dynamic knowledge model
of hull structures to predict the weld characteristic infor-
mation at the current time to provide accurate information
feedback for the subsequent online real-time control of ship
welding.

A. PARTICLE FILTER
The particle filter in [30] is a Bayesian state estimation
algorithm based on Monte Carlo simulation technology,
which can deal with various forms of nonlinear and non-
Gaussian problems. The core idea is to approximate the
probability density function (PDF) by finding a group of
stochastic samples propagating in the state space and replace
the integral operation with the mean value of the samples to
obtain the minimum variance distribution of the system state.
It is assumed that the welding nonlinear system can be
defined as a dynamic state system model [31] composed of
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FIGURE 6. Model structural identification of nonlinear highest power
under the premise of fixed linear order.

a group of time-varying and unobservable state sequences xi
and a group of observation sequences zi:

xk = f(xx—1, wg) (State Transition) 21
Zx = h(xg, v¢) (Observation Equation) 22)

where x; and z; represent the system state and observation
information at time k, f(x) and h(x) are the state transition
and observation functions, and wi and v are the system
disturbance noise and observation noise at time k.

It is assumed that state x; follows a first-order Markov
process, and x; remains independent of the observation
information z;. From the perspective of Bayesian theory, the
problem of state estimation is to recursively calculate the
reliability p(xg|zi) of the current state x; according to
the existing observation data z1;x (a posteriori knowledge)
at the previous time, which carries out the above recursion
through two steps of prediction and update.

o Prediction

xox = {xi,i = 0,1, ,k} represents the state variable
from time O to k, and z1% = {z1,22, -, 2k} represents
the observation information corresponding to time 1 to k.
Assuming that the PDF p(xo.x—1]z1:xk—1) fromtime Oto k—1is
known, the prior probability density function of state & is cal-
culated according to the Chapman-Kolmogorov theoretical
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FIGURE 7. Model structural identification of linear order under the
premise of optimal highest power.

formula:
PX0:x121:k—1) =/P(xk’xO:k71|lek71)dx0:k71
=/P(kuXO:k—1, 2:k—1)PX0:k—1121:k—1)dX0:k 1

= /P(xk|x0:k—1)P(xO:k—1|lek—1)dx0:k—1
(23)

« Update

The reliability of the state occurrence probability is esti-
mated using the likelihood PDF p(z1.x |xo.x ) of the observation
information z1.; from time O to k. According to Bayesian
theory, the posterior PDF p(xo.x|z1:x) of the state variable is
estimated under the condition that the observation informa-
tion marginal PDF p(z1.;) and the state prior PDF p(xq.;) are
known:

P(Xo:k|Z1:k)
_ Pk lxox) - p(xo:x)
p(z1:k)
_ PQklxok, Z1:k—1) - pOok |Z1:k—1)
P(klzik—1)
_ PQklxok, 21:k—1) - POk X0k —15 Z1:k—1) - POk —1121:k—1)
P(Zklz1k—1)
o p(zklxi) - ek [xi—1) - posk—1121:6—1) (24)
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The marginal PDF p(z1.x) of the observation information
can be transformed into a normalized constant:

p(z1x) = / P11 1x0:)p (X0:1 )dX0:k (25)

In the engineering application of nonlinear systems, due
to the very complex operation of high-dimensional integrals,
it is difficult to estimate the system state using two-step
recursive operation. To solve the operation problem of the
complex integral in the optimal Bayesian filtering algorithm,
the Monte Carlo random sampling method [32] is introduced
instead of calculating the a posteriori PDF p(xo.x|z1:k). The
above basic idea can be understood as follows: when the
problem required to be solved is the probability of an event
or the expected value of a random variable, the occurrence
probability is approximated by the frequency of the event
or some statistical characteristics of the random variable
are obtained as the problem solution, as can be found in
Appendix A [33], [34].

However, after several iterations of SIS mentioned in the
Appendix A, the importance weights of some particles may
be as small as approximately negligible. This degradation
phenomenon cannot be avoided due to the defects of the
algorithm itself. Therefore, to reduce the influence of particle
degradation, the importance resampling strategy is intro-
duced. The essence of the strategy is to increase the diversity
of particles and retain and copy the sample points with signifi-
cant weight to adapt to the system dynamic process modelling
to suppress the degradation phenomenon. Figure 8 shows the
resampling process diagram of the particle filter algorithm.
To measure the degradation degree of the importance weight
and judge whether a resampling process is required, the fol-
lowing effective sampling scales N, are calculated:

1

_ 26
>N w2 20

Ne =

Q] —O
/N
 J
1/N
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/N
 J
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FIGURE 8. Process diagram of particle resampling in the PF algorithm.

The effective sampling scale N, measures the degradation
degree of particle importance weights. The larger the value,
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the greater the gap between particle weights, indicating that
the more serious the weight degradation is. When it is greater
than a certain threshold Ny, n particle sets x,({l)* are regen-
erated through a resampling strategy to meet the condition
20 = x* and the weight W,fl) = 1/n of each new particle
is given.

The posterior PDF of the sequential importance resampling
(SIR) method, namely, the standard particle filter method,
is calculated

n
POz = D WG )80k — x5p)  27)
i=1

B. CLUSTERING SIMILARITY PARTICLE FILTER
In the SIS process of the standard PF algorithm, since the
prior PDF is assumed to be a known proposed distribution,
the particle weight variance will continue to accumulate with
the increase in the number of iterations, and the weight cor-
responding to most particles will be reduced to a negligible
degree, which is the phenomenon of particle degradation [35].
Degradation means that continuous iterative operation causes
many computing resources to be consumed on insignificant
particles with small weight, resulting in excessive waste of
computing time. At the same time, state estimation cannot
accurately express the real posterior distribution. Aiming at
the problem of particle degradation, a resampling strategy
is introduced to increase the diversity of particles, which
also causes new problems: particles with large weights are
selected for sampling many times, while particles with low
weights are discarded, which makes the sampling results
contain more repeated particles and cannot effectively and
truly reflect the probability distribution of the state variables,
resulting in the problem of sample depletion [36]. Thus, the
state estimation variance becomes larger, and the filtering
performance is greatly reduced. Therefore, to solve the two
defects of the particle filter algorithm itself, a clustering
similarity particle filter algorithm based on the principle of
state trajectory consistency [37] is proposed in this paper.
Based on an information fusion model of the spatial state
trajectory, this method uses data mining analysis to mea-
sure the clustering similarity of current and future multistage
observation information to perfect the proposed distribution,
guide the importance sampling process to effectively improve
the phenomenon of particle degradation, and abandon the
resampling strategy to solve the problem of particle deple-
tion. Appendix B provides further details of specific formula
deduction for CSPF [38].

Based on the above theory, the improved algorithm process
is as follows:

k x| [ SIS W)
[k +L+ l] = [x1/<+L+1(i)] [GPF] - [Wk.+L+l(i)]
(28)

Among them, the particle distribution {x;(})}"_, sampled
by the SIS filter at time k and its corresponding impor-
tance weight {W? (i)}’ | can approximately represent the state
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estimation of the posterior PDF p(x|z1:x), and the particle
distribution {x; ;. ,()}_; sampled by the GPF prediction
at time k 4+ L + [ and its corresponding importance weight
{x, 414D}, can approximately represent the state predic-
tion of prior PDF p(xx471+41]z1:x)- Therefore, the current time
state estimation x; can be obtained using a filtering operation,
and the future time state prediction xx474; can be obtained
using a prediction step. The specific implementation of the
improved algorithm is as follows:

o Recursive prediction

The step is consistent with the SIS filtering and GPF pre-
diction process, and sampling forms particle set {X?()}"_;;

« Update correction

The SIS model is modified and updated using the observa-
tion similarity between the current filter (original trajectory)
and the future multistage Gaussian prediction (modified tra-
jectory) [39], and then the corresponding importance weights
{(We()YZ, and {W?,; ., ()}i_, are calculated and normalized
to obtain {Wy ()}, and {Wii 111D}, .

X~ = ) Wi(ixp(i)  (Filtering) (29)

i=1

n
Xkl A Kl = z Wit 1+1()x) 47 (i) (Prediction)
i=1

(30)

The above steps constitute an iterative process of
the improved algorithm. Different from the standard PF,
the method consists of prediction(filtering)-update-filtering
(prediction) without resampling steps. The specific algorithm
steps are shown in Algorithm 1.

C. CONVERGENCE OF THE CSPF

The clustering similarity particle filter fully conforms to
the principle of the Bayesian state estimation method in
boost filtering theory, which is realized by weighted boot-
strapping [34], [40]. It is assumed that the combined set
{Xg ()}, of the state trajectory obeys the continuous PDF
G(x), the posterior probability distribution obtained by the
CSPF algorithm has a constant coefficient proportional rela-
tionship with G(x)U (x), and U (x) is a known corresponding
weight function. In this case, referring to formula (42), it can
be seen that the state posterior PDF p(xx|z1.x) has a constant
proportional relationship with the product of the observa-
tion likelihood PDF p(zx|xx) and the prior PDF p(xg |z1:k—1),
in which G(x) can be regarded as the state prior PDF
P(xk|z1:k—1), and referring to formula (54), the weight U (x)
can be equivalent to the product of the observation likelihood
function p(zx|xx) and the clustering similarity measure. Then,
when the number of samples is n — o0, the particle discrete
distribution composed of trajectory set {X;?(/)}’_, and corre-
sponding normalized weight {U(X?(1))/ > i UXZ @)Y,
can approach the posterior probability density distribution of
the actual system. Clearly, the improved method conforms
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Algorithm 1 Clustering Similarity Particle Filter
Step 1 Particle set initialization
Fori=1,2,--- ,n,attime k =0
Sample initial particle set {xo};_; by prior PDF
3§~ pro), W = 1/n
Fori=1,2,---,n,attime k > 1
Step 2 Importance sampling process
Select importance PDF 7 (xo:x |21:x)
Predict prior PDF p(xo:x|z1:4—1) at time k
X ~ Gy 216
Step 3 Calculate similarity measurement
Compose state trajectories {X7(0)}7_,
Drawx]f’(i) ~S8IS,j=k,--- ,k+L
x]f(i)~GPF,j=k+L+1,--~ Jk+L+1
Evaluate observation likelihood trajectories
Zg () = h(XZ (), vie)
Calculate distance similarity measurement
Dy (i) = dis({Yi}. (YZ (Y ,)
Exponential transformation
Dy (i) = e)\xD,:(i)
Step 4 Update importance weights
Modified proposal distribution
7Ol 1 20 = Dr(panlx” )
Recursive weights '
W) o< D ' (Dp(ai ) ,
W (D) o D OpGrsL x4 )
And normalize,

N k l
Wil = s e

N Werpa®
Wit L41() = STWE LD

Step 5 Bayesian state estimation
w=3 Wy
X4 Ll = D Wk+L+1(i)x,§’3_L+l
Let k = k + 1 and repeat Steps 2—5 in sequence.

to boost filtering theory, and the results are reasonable and
effective.

Remark 3.1: In the CSPF algorithm, the prior probability
density of importance sampling is consistent with the transfer
density function used in the SIS process. n x (L + [) particles
are sampled according to SIS filtering and GPF prediction
and then combined into a particle set of state trajectories.

Remark 3.2: The difference between the CSPF algorithm
and the standard PF is that the state trajectory similarity is
used to guide the generation of the new proposed distribution,
the sampled particles close to the actual state are selected
to increase their weight to improve the particle degradation
phenomenon, and the state trajectory is represented by the
observation likelihood trajectory instead.

Remark 3.3: In the CSPF algorithm, the first-order
Markov process is updated to compensate and modify the
sequential importance weight to replace the resampling strat-
egy and eliminate the particle depletion problem, which not
only reduces the complexity of the algorithm but also does
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not reduce the effectiveness of the accuracy of the prediction
results.

Definition 3.1: The system state X follows a first-order
Markov process, that is, the state X, at the current time is only
related to the state X;_; at the previous time. Assuming the
initial state Xo(i) ~ p(xp), the state transition kernel function
K (x¢|xx—1) and the observation likelihood PDF B(zx|x;) can
be expressed as Lebesgue measures, which can be obtained
by referring to formulas (21) and (22).

K (xp |xk—1) = pwlxx — f(xx)) 3D
B(zy|xi) = py(zi — h(xy)) (32)

where p,, and p, are the probability density distributions
under the influence of state process noise wy and observation
noise v, respectively.

Theorem 3.1: It is assumed that the state transition kernel
density function K satisfies the first-order Markov process,
and the observation likelihood probability density function
B is continuous, bounded and strictly positive in the range
of x; € WM™, Under the random disturbance ¢" influence of
Monte Carlo sampling, the state estimation measure zfr,?l ¢ of
the CSPF algorithm converges to the theoretical state measure
@k of the Bayesian optimal filter (actual system state):

Jim_ D = Phlk (33)

The proof process of Theorem 3.1 is referred to

Appendix C [41], [42], [43].

IV. STATE TRACKING AND WELD FORMING PREDICTION
OF SHIP GMAW DYNAMIC PROCESS

Weld width, reinforcement and welding penetration are
important indexes to evaluate the forming quality, while
welding penetration and reinforcement are difficult to obtain
in real time during the welding dynamic process. Therefore,
in this case, the weld width is selected as the main factor of
welding reliability. Ship GMAW is a complex process with
time-varying, multivariable, coupling, and strong nonlinear-
ity. To obtain a mathematical model between the welding
specification parameters and weld width, it is necessary to
establish a weld width prediction model according to rel-
evant artificial intelligence methods. Existing theories and
application cases have proven the advantages of particle filter
technology in nonlinear and non-Gaussian systems, but this
method still has the problems of particle degradation caused
by an unknown importance probability density function and
particle depletion caused by resampling strategy. Therefore,
in this example, the particle filter method is adopted to estab-
lish a dynamic knowledge model of ship GMAW process
under the combined influence of nonlinear welding mecha-
nism and stochastic interference noise, which can substitute
for the previous modelling method with more subjective fac-
tors relying on a lot of prior knowledge, expert experience and
hardware detection technology. Furthermore, the advantages
of particle filter in deep data mining are fully utilized to reveal
the objective change rule and the temporal dynamic rela-
tionship of welding process parameters and weld formation.
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This results in ensuring the accuracy of output response even
under input conditions with fewer types of parameters, and
significantly reduces the hardware requirements of GMAW
platform sensing and the computational cost of knowledge
model. Meanwhile, the cluster analysis method is used to
measure the distance similarity between the trajectory state
set of the actual system and the sampled particles, guide the
generation of a new proposed distribution and update the
importance sampling process to reduce the impact of particle
degradation and abandon the resampling strategy to solve the
problem of particle depletion. On the premise of making full
use of the advantages of particle filter in nonlinear applica-
tions, it is improved to enhance the accuracy and timeliness
of state tracking and forming prediction in welding dynamic
process.

Based on this, this paper takes the model architecture of
Hammerstein random noise as the core and uses the CSPF
algorithm to establish an estimation model of state tracking
and forming prediction for the dynamic process of ship weld-
ing. First, a structural identification model is created for
the historical samples of the ship welding process, a rea-
sonable identification test is designed, and an efficient and
practical fitting algorithm is selected to identify and optimize
the structural parameters, which is convenient for building a
state space model (state transition and observation equation)
to provide a theoretical basis for welding forming predic-
tion. Second, the cluster analysis method is used to measure
the distance similarity between the observation trajectory
information predicted by the current stage filter (original
trajectory) and the future multistage Gaussian filter (modified
trajectory), which is used to modify the importance PDF to
update the weight calculation in the importance sampling
process to improve the particle degradation phenomenon.
Finally, the Bayesian method is used to train the state tracking
and parameter optimization of the space model, and then the
prediction knowledge model of ship GMAW forming based
on the CSPF is constructed. At the same time, the simulation
schemes of different knowledge models are designed to verify
the reliability characteristics such as the prediction accuracy
and timeliness of the improved method. Figure 9 shows the
state tracking and forming prediction method for the ship
welding dynamic process.

According to the state tracking training and parameter
identification method of the GMAW dynamic process, sev-
eral groups of data under the experimental process conditions
in Table 3 are selected as the original data set OX of the
welding test. The standard particle filter (PF), auxiliary par-
ticle filter (APF) and CSPF algorithm are used for simulation
and comparison. OS is selected as the training set of state
tracking, and SX is selected as the test set of forming pre-
diction. Among all algorithms, the state space equation is
initialized by the Hammerstein stochastic noise model after
structure identification (refer to formula (20) and Figure 5)
and the historical data set OS, in which the number of tracking
steps k = 1,2,...,5 and S = 120, the number of sam-
pling particles N = 200, the number of running simulations
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FIGURE 9. State tracking and forming prediction method for the ship welding dynamic process.
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FIGURE 10. State tracking for the ship welding dynamic process based on four nonlinear prediction models.

T = 200, the state initial value x; = {OS}¢—1, the residual
resampling strategy RS = RR, the noise of state tracking is

estimation value, respectively, i.e.,

AE — tur __ . est 34

v ~ N(O, R,%) and R% = 1, the number of prediction steps i | (34
k=S58,84+1,...,X and X = 200, the noise of forming 138

prediction is wx ~ N(0,0?) and Q7 = 0.1 are selected. RMSE = 5 Z(x/tcw —x¢)? (35)
k=1

The computer processor speed is 3.40 GHz, and the RAM
is 16.0 GB. The absolute error (AE) and root mean square
error (RMSE) are selected as the evaluation factors of the state
tracking effect and forming prediction accuracy of various
algorithms. x™" and x®' represent the test true value and state
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In addition, in the CSPF algorithm, the correlation coeffi-
cients L = 2 and / = 1, the reliable gradient factor A = —1,
the clustering similarity adopts two similarity measures of
spatial distance, in which CCSPF represents the similarity
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TABLE 4. Average effect comparison of the state tracking for nonlinear
prediction models running 200 times.

Filter | SSE MSE

PF 1.679 x 10~ T | 1.4 x 1073
APF 1389 x 1071 | 1.2 x 10~3
ECSPF | 0.753 x 10~1 | 6.5 x 10~%
CCSPF | 0.708 x 10~1 | 6.1 x 10—%

RMSE
2.7 x 1073
24 %1073
1.8 x 1073
1.7 x 1073

R-squared

6.722 x 10~ T
7.120 x 10~1
8.510 x 10~1
8.519 x 10~1

TABLE 5. Average effect comparison of the forming prediction for four
prediction models running 200 times.

Compa- |PF APF CSPF

rison Item ECSPF CCSPF

fAMSE 8.804 x 10~1|8.439 x 10~1|4.801 x 10~ |4.731 x 10~1
ean

\R,M.SE 70x 10-3 |64 x 1073 [2.6x10-5 |25 x 10-3
ariance

Note: RMSE Mean = the mean of the RMSE, RMSE Variance = the variance
of the RMSE.

algorithm of Chebyshev spatial distance (measurement type
parameter k = o00), and ECSPF represents the similarity
algorithm of Euclidean spatial distance (measurement type
parameter k = 2). Figures 10-12 and Tables 4-5 show the
comparison effect of various algorithms between the training
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effect of state tracking and the results accuracy of forming
prediction, in which the table results are quantitatively com-
pared by running 200 simulation calculations. Among them,
the effect indicators of the state tracking include the absolute
error (AE), sum of squares due to error (SSE), mean square
error (MSE), root mean square error (RMSE) and R-squared
(coefficient of determination); the closer AE, SSE, MSE and
RMSE are to 0 and the closer R-squared is to 1, the better
the performance of state tracking. The accuracy indicators of
forming prediction include the AE, RMSE mean and RMSE
variance.

Figure 10 shows that the state tracking effects of the four
methods are good. They are relatively consistent with the
actual change trend of weld formation under different weld-
ing process conditions, accurately extract the forming change
trend implied in the state part of the tracking set OS, and
provide accuracy assurance for maintaining the same welding
law of the forming prediction in the test set SX. Combined
with Table 4, the effect indicators of the CSPF state tracking
are obviously dominant. Taking ECSPF as an example, the
SSE is increased by 55% and 46% compared with the PF and
APF, the MSE is increased by 54% and 46%, the RMSE is

-
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FIGURE 11. Forming prediction for the ship welding dynamic process based on four nonlinear prediction models.
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FIGURE 12. RMSE comparison of the forming prediction based on four
prediction models running 200 times.

increased by 33% and 25%, and R-squared is increased by
27% and 20%, respectively. It can also be seen that CCSPF
state tracking has the best training effect and strong stability.

Figure 11 shows the comparison of forming results and
absolute error between different nonlinear prediction models
and the actual weld state. Combined with Table 5, it can be
seen that the prediction trend of the four methods is basically
consistent with the actual state of the test set SX, and the
RMSE mean of the prediction results is maintained below
0.88 mm, which shows that the particle filter methods have
certain suitability in the application of knowledge modelling
such as state tracking and forming prediction in the dynamic
process of hull structure GMAW. Figure 12 demonstrates the
RMSE comparison of forming prediction for different non-
linear models running 200 simulations randomly, compared
with the PF and APF methods, the prediction trend of the
CSPF is closer to the characteristic curve of welding form-
ing, and the AE, RMSE and RMSE mean (variance) of the
prediction results are greatly reduced. Taking CCSPF method
as an example, the RMSE mean of the forming prediction is
reduced by 46% and 44%, respectively, indicating that the
forming prediction accuracy of the CSPF method is higher.
The curve of the RMSE mean is relatively stable, and its vari-
ance is reduced by approximately 280 times and 260 times,
respectively, which indicates that the dispersion degree of
the particle set representing the state of the CSPF forming
prediction result is the smallest, the expression degree of
uncertainty is the lowest, and the robust stability is stronger.

Under the condition of setting the same running time, the
state estimation accuracy of forming prediction is obtained by
adjusting the number of sampling particles, and the operation
efficiency of various algorithms is proved by comparing the
corresponding running cost; see Table 6 for details. It can
be seen from Table 6 that under the premise of the same
operation cost, the number of sampling particles used by the
CSPF algorithm is the lowest, and the accuracy indicators
of forming prediction are significantly higher than those of
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TABLE 6. Comparing analysis for four prediction models running
200 times under the same running time.

Filter N RMSE Mean RMSE Variance | AVG Time (s)
PF 550 | 8554 x 10~ T | 6.4 x 10~3 0.1
APF 270 | 8381 x 10~ | 6.1 x 1073 0.1
ECSPF | 200 | 4.801 x 10~1 | 2.6 x 102 0.1
CCSPF | 200 | 4731 x 10~1 | 25 x 102 0.1

Note: N = the number of particles sampled, RMSE Mean = the mean of
RMSE, RMSE Variance = the variance of RMSE, AVG = average.

the PF and APF, in which the RMSE mean is approximately
twice as high. Therefore, it is verified that the CSPF algorithm
has higher operation efficiency and outstanding timeliness
advantages.

V. CONCLUSION

The clustering similarity particle filter (CSPF) method based
on state trajectory consistency is proposed to solve the knowl-
edge modelling problem of the ship hull structure GMAW
process with strong nonlinear characteristics. SIS filtering
and GPF prediction are used to obtain the current and future
multistage state information to form a spatial combination
trajectory, and the clustering principle is selected to measure
the trajectory similarity between the spatial combination and
the actual state to guide the generation of a new proposed dis-
tribution to reduce the impact of particle degradation. Then,
the importance weight calculation is updated with the latest
observation information to replace the resampling strategy to
finally eliminate the particle depletion problem. Meanwhile,
a convergence theorem for the CSPF method is proposed
and proved theoretically. A step response test is designed,
and the recursive least squares method is selected to identify
the structure of the Hammerstein model representing the
welding process of stochastic noise interference. Then, the
GMAW knowledge model of state tracking training and weld
forming prediction based on the CSPF method is established.
Application cases and experiments show that compared with
the standard PF and APF, the CSPF model has significant
advantages in accuracy, robustness and efficiency in the train-
ing effect of state tracking and the prediction results of weld
forming. The main conclusions are summarized as follows:

1) The training effect of state tracking based on the PF,
APF and CSPF is good to ensure that the forming trend
and influence mechanism impliedin the training set can be
accurately extracted; the prediction trend of weld formation
is consistent with the actual change curve of the test set, and
the accuracy is maintained within 0.88 mm, which shows
that the particle filter method has certain adaptability in the
application of GMAW dynamic knowledge modelling.

2) The CSPF model adopts the cluster similarity of the state
trajectory to compensate for the importance sampling process
affected by an unreasonable proposed distribution, which
makes the effect indicators of state tracking better and pro-
vides an accuracy guarantee for the forming prediction of the
weld model. Compared with the PF and APF, the RMSE mean
of the CSPF prediction is reduced by approximately 45%,
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and the variance is reduced by approximately 270 times,
which shows that the CSPF model has higher prediction accu-
racy, a lower degree of uncertainty expression and stronger
robust stability.

3) The CSPF model ensures computational efficiency by
reducing the number of sampling particles and the order of
state trajectory. In the same calculation time, the number of
sampling particles used by the CSPF method is relatively
minimal on the premise of selecting a reasonable trajectory
order, while the prediction accuracy of weld formation is
much higher than that of the PF and APF, which is approx-
imately twice as high, indicating that the CSPF method has
higher operation efficiency.

The Hammerstein stochastic noise model, which is more
conforming to the weld forming rule, abstracts from the
dynamic welding process and provides theoretical sup-
port for knowledge modelling. Meanwhile, the improved
particle filter method ensures the prediction precision of
ship GMAW forming. Besides, the limited experimental
conditions may not fully represent the actual production
environment. Nevertheless, we provide a new method to
predict welding quality, it is concluded that particle filter has
good application prospects in welding quality monitoring.
In future, more adequate welding tests will be carried out
in factory to find out unknown types of interference effects,
some effort will be done to refine noise model with more
objective factors to achieve more accurate expression of weld
forming mechanism.

APPENDIX

A. SEQUENTIAL IMPORTANCE SAMPLING (SIS)

Assuming that n independent identically distributed (i.i.d.)
samples {x(i), i=1,2,---,n} (n > 1) can be sampled from
the posterior PDF p(xx|z1.k), the approximate estimation of
the posterior PDF can be expressed as:

5 I < ;
powlain) = ~ D78 (v =) ~ plalei)  (36)
i=1
where §(x) is the Dirac function. The Monte Carlo method is

used to directly estimate the expected value of the a posteriori
PDF:

E[f ()] ~ / S )pOoe 214 dx

1 <& ; 1 < ;
== ; / FO)80a — xMdyg, = - Z,f(x,ﬁ))

37)

It can be obtained according to the strong law of large
numbers [33]

1im Epiy 0 ()] — Epyzolf ] (38)

According to the central limit theorem [33], the conver-
gence rate is expressed as

V(Ep 1200 D] = Epg 210 D) ~ N0, 07) (39
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where crf2 is the variance of f(x). It can be concluded that
the error order O(N /%) of the Monte Carlo method is inde-
pendent of the integral dimension and is suitable for solving
high-dimensional complex integrals. However, the posterior
PDF p(xk|z1:x) does not always produce an analytical for-
mula, which makes it difficult to extract samples from the
distribution directly. Therefore, it is necessary to introduce
the sequential importance sampling (SIS) [34] method to
solve the sampling problem.

It is assumed that the ii.d. particle sets {x?,i =
1,2,---,nln > 1} are extracted from known importance
PDF 7 (x0:k|z1:x)- When the number of particles n — oo,
the importance PDF 7 (xo.x|z1:x) is highly similar to the a
posteriori PDF p(xo.x|z1:x), which can be decomposed into
recursive form

7T (X0:k121:k) = 7T (X0:k—1121:k— 17T Xk [ X0:k—15 21:k)  (40)

The importance PDF 7 (xo.x |z1:£) is introduced to solve the
Monte Carlo high-dimensional complex integral problem:

Pxo:x|21:1)

77 (X0:x 121:4 )dX0:k
7T (X0:k |21:k)

E[f(xo)] = /f(XO:k)

= / S (xo:k)W,ii)(XO:k)ﬂ (x0:klz1:6)dxo  (41)

In the importance sampling process, the state x;_1 at time
k — 1 is updated through the particle x,((’) at time k:

k
Pilx)p(xilxi—1)
. k) = II— 42
PX0:k |21:%) P(Xo)l':1 PGilzi1) (42)

The importance weight W,fi) (x0:x) of time k can be obtained

P(xo:x|21:1)

7T (X0:k |21:k)
k

_ p(xo) H Pzilxi)p(xilxi-1)

(o) T X pilzrio1)m (X015 214)

Wk(i)(XO:k) =

43)
i=1
The importance PDF 7 (xo.x |z1:1) can be decomposed into

k
7 (xok|214) = 7 (x0) [ | 7w (eileoei—1, 21:0) (44)

i=1
In the actual calculation process, the particle set x,(ci) can be
sampled and obtained according to the following formula:
x5~ gy 21k (45)
The recursive importance weight W,Ei) is

o W Pl pe 1k )
k=1 [GING)
7T (5 [Xgp—15 21:k)

W (46)

In sequential importance sampling, it is assumed that the
importance distribution 7 (xg |x(()l:}€_ 1» Z1:k) satisfies:

Xy za) ~ | zi) (47)
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The recursive sequential importance sampling weight is

y PGl e 1x” )

70 1740

Wk B Wk—l @),_0) (48)
n(xk |xk71 2 2k)

Normalizing the recursive importance weight W,Si)
$740)
; W,
W= (49)

21 Wi

Finally, the posterior PDF of SIS is calculated, i.e.,

n
ploklai) ~ > WPGE8 0ok — xgy)  (50)
i=1

where W,fi)(xggi) represents the weight of importance PDF

7T (xy, |)c(()l:)k71 , Z1:k) after normalization of several sample parti-
cles, and §(x) represents the Dirac function.

B. THEORY DEDUCTION OF THE CSPF

The particle set {X? (@D}, = {xj?’(i) cj=k, -, k+L;
fo(i) cj=k+L+1,---,k+ L+ 1}, of the state
combination trajectory from time k to k + L + [ is selected.
Among them, xjf’(i) follows SIS filtering, x/(i) complies with
the GPF prediction, and L and [ are the filtering and pre-
diction trajectory lengths, respectively. Because the real state
of the actual system is unknown, the trajectory consistency
of the spatial state is characterized by the observation like-
lihood function. The corresponding observation likelihood
trajectory {Z (D)}, = {z]‘?(i) j=k,o Jk+ Ly 20 j=
k+L+1,--- k+L+ l}?:1 is solved using the observation
equation

Zp (i) = h(XZ (@), vi) (51)

While the observed likelihood trajectory of the real state
is{Z}) = 1{z :j = k,---,k+ L + [}. The cluster
analysis method uses distance similarity [38] to measure
the consistency of the state space trajectory. The distance
similarity measure Dy, of the observation likelihood trajectory
between the real state and sampled particles is calculated as
follows:

Dr(i) = dis({Zi}. AZg (DY)

K+L K+L+1
=D y—wor+ D y-yoK (52
j=k J=k+L+1

where dis(x) represents the distance similarity function,
which satisfies dis(x) > 0, and « is the measurement type
factor.

To enhance the algorithm output of reliability and robust-
ness, the above formula is exponentially transformed to

Di() = eMPEO i=1,... n (53)

where ) is the reliable gradient factor. The first-order Markov
process is updated and modified using the observation infor-
mation similarity between the current SIS filter and the future
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multistage GPF prediction. The importance weights W2 (i)
and W2, (i) corresponding to times k and k + L +/ can be
calculated as follows:

We() = D () x po(Zi — h(Xg(@), v)), i=1,--- ,n
(54)

W1 01() = D' G) X puZisrr — P 140D, i),
i=1,---,n (55)

where p,, () is the PDF of the observation likelihood function.

C. CONVERGENCE OF THE CSPF

Definition 3.2 Assuming that p and @ represent the proba-
bility measure and any bounded test function, respectively 9
and O represent two types of independent variables of any
function, and the kernel function K satisfies the first-order
Markov process, the following calculation method is defined:

(. @) 2 / O (0)p(dy) (56)
PpK(3) 2 / K@)p(dy) 57)
Ko(x) 2 / (@)K (dOx) (58)

Then, the system state probability measure @k (dx;j) is
defined as

@k m(dxjx) 2 pOek:t|zi:m) (59

Bayesian filtering formula (Prediction-Update) for any
bounded test function @, SR™ is the Borelo — algebra set of
system state x on n-dimensional Euclidean space n,. Through
the above definition method and referring to formula (23),
it can be revised as follows:

(-1, P)
= /9% D] z1:k—1)DP (er )dx

=/ [/ K(xk|xkI)P(xk1|Z1:k1)dxk1:| D (x )doxy
e L) orne

=/ PX—11z1:k—1) [/ K(Xlek—1)¢(Xk)ka:| d—1
KX R

= (wy—_1 lk—15 Ko) (Prediction) (60)

Within the range of measure set I"(R"™) — I'(PR"™), the
prediction mapping relationship a(x) can also be used to
represent the prediction process

Tklk—1 = Ak (Tr—1jk—1) (61)
(ax(v), @) = // ) VK (dx | xx—1)P () (dxg—1) = (v, KD)
(62)

where v represents any form of probability measure,
and v € I'(R™).
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Similarly, the reference update process formula (24) can be
updated as follows:

@ @) = [ pllzn@dsy

Joane B lxi)p e | 21:5—1) P (xp )dxg
Joane B [ )p (x| 210 —1)dox

—1,B®
_ (@kik-1, BP) (Update) (63)
(@kjk—1, B)
Within the range of measure set I"(R™) — I'(R™),
the update mapping relationship by (%) can also be used to
represent the update process

ok = br(@gk-1) (64)
(br(v), @) = (v, B®)/(v, B) (65)

It can be concluded that the whole Bayesian filtering pro-
cess is expressed as

@k = bi(@rk—1) = by © a(@r—1k—1) (66)

where O represents the composite mapping operator.

Through the above analysis, it can be concluded that the
PF is based on Bayesian theory and a Monte Carlo random
idea to generate a sampling disturbance function ¢". Then,
the whole filtering process can be expressed as

D = bk © " O ar(@y_y ) (67)

where zzr,i’l « 18 the probability measure under random distur-
bance of Monte Carlo sampling, and @y is the probability
measure of the actual system state. When n — oo, the state
estimation will converge to the actual system state [41], [42],
ie.,

Jim Map(@y_g ) = " (a(@r-1k-1))  (68)

In this case, the CSPF algorithm uses the cluster analysis
method to measure the trajectory similarity of multistage
observation information, which is adopted to compensate for
the proposed distribution 7 (x [xx—1, 2x) in the SIS process.

7T (X [ Xk—1, 2k) = D (DK (x| Xk —1) (69)

Then, the sequential importance weight calculation is
updated and corrected

Wi(i) o< Dy ' ()B(zklxk) = Blzk k) (70)

By substituting into formula (65), the update corrected
process of the CSPF algorithm can be obtained

(b (vn), @) = (vn, B®)/ (v, B) (71)

where by represents the update mapping relationship of the
CSPF algorithm, the random measure v,, of Monte Carlo sam-
pling satisfies lim,_, oc v, = v, and v € I"({R"). Referring to
formulas (67) and (68), the state estimation measure zfr,?l ¢ of
the CSPF algorithm can be expressed as

@l = bk © " © (@ _y) = b © (@@ )
(72)
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At time k, the probability measure of the Bayesian predic-
tion stage is ax, and the observed likelihood PDF B(zx|xk)
satisfies the premise of being continuous, bounded and
strictly positive within the range x; € PR™ of state variables.
Combined with the probability measures v; : @ — R
of i.i.d. random variables corresponding to the measure v
satisfy V& € A and A = {®;}i~0 € Cp(R™), the expected
value of the difference between the measure of the Bayesian
prediction stage and the real stage can be obtained

E[ (@), @) — (@ )"

4
1 n
= —E | | 22(@iv) — (a, )
j=1
1 n
= = 2 E[@i) = (@ o)
j=1
4 n
== D @) — (@, 20)X(@i(vp) — (ax. )]
1.j2=1
§|5{£j2
— 14 14 14
o 3= DO + 20" _ 4811 o)
n n

where E[x] is the solution function of the set expectation, || * ||
is equipped with the supremum norm in the domain C,($R™),
and || ;| = Sup, cozne | @ (v)|. The summed expectation of the
particle number of Monte Carlo sampling from 1 to oo is

oo 00 1
E [Z((C”(ak), ;) — (ax, 451'))4} <48)®* > — <00
n=1

n=1
(74)
Hence,
> (). D) — (ar, @) < o0 (75)
n=1

It is concluded that the measurement relationship of the
prediction stage at time k can be expressed as

im ((c"(ax), @i) — (ax, @) =0 (76)

Combined with formulas (68) and (72), the prediction
stage of the CSPF method under the random disturbance c"
influence of Monte Carlo sampling can be expressed as

lim " (ak(é,ff”kfl)) = a(@i—1—1) (17

n— oo

For arbitrary measure v, € I'("R™) and function @,
referring to formula (71) and limit solution theory, the update
correction process can be expressed as
limy,, 00 (Vg B(p)

limy, 00 (Vp, B)

lim,, oo D' ()(va, B®)
RN )
_ (y, BO)
~ (m.B)

lim (bg (vy), @) =
n— oo

= (br(v), @) (78)
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Substituting the above results into formulas (63) and (64),
it can be concluded that the CSPF algorithm has the same
measure expression as Bayesian filtering in the update stage

lim bi(vn) = b (v) (79)

Combining formulas (66), (72), (77) and (79), we can
obtain

. AN 1: 7 n An
A, Pl = Jirg, b © " O By

= by O ap(T—1|k—1) = Tk (80)

Through the above derivation, it can be concluded that
under the random disturbance ¢" influence of Monte Carlo
sampling, the improved particle filter algorithm based on
cluster similarity to measure the consistency of the state
trajectory can still converge to the actual system state [43].
Theorem 3.1 is proved.
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