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Relation between welding condition, welding
phenomena and weld defect ratio (CPD diagram).
Thickness = 5mm, V- convergence angle=5.2°.
Figures adiacent to marks show weld defect
area ratio (%) . Solid marks show cold weld
occurred along weld line.
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Fig. 2 Example of reduction of weld defects
by automatic control
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Fig. 3 Influence of welding speed on the

incidence of weld defect
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Photo.1 Macro structure of weld showing high upset (a) o

and low upset (b). thickness : 10mm
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Fig. 8 Relation between the incidence of weld
defect and vTrs, showing the effect
of flawless welding
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