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Mechanism of weld defect formation in CO: fillet welds of Zn coated steel sheet
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Fig.1 Schematic illustration for the observation Photo.1 Logitudinal cross-section of the
of the gas behavior during welding typical weld defects
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(a) Lower part (b) Magnified view near @ in (a)
Photo.2 SEM image of the blowhole in lap-joint fillet welds
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Photo.3 Sequence of the blowhole formation at molten pool
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