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Effect of Heat Input Rate on the Weld Defect Formation during High Frequency Electric
Resistance Welding '
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ABSTRACT In this study, effect of welding parameters on the defect density in the weldments
produced by high frequency electric resistance welding process. The defect density measured by
X-ray radiography showed a W-type curve as a function of heat input rate. The mechanisms of
the such behavior were discussed based on the chemical compositions of the oxides formed at
the weldments.
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Fig. 2. SEM micrograph of fractured sample
defect length in weldment.
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Fig. 3. Temary phase diagram of Fig. 4. Effect of heat input rate on the tensile
FeO-MnO-5i0; system properties of samples.
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Fig. 5. Effect of welding atmosphere on the
tensile properties of the sample.
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Fig. 6. Effect of defect length on the
tensile properties of the sample



