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ABSTRACT

This paper presents an investigation of abnormal wear of a contact jig between a nail and a nail fixture in
electric resistance welding. To perform an analysis on the abnormal wear phenomenon, several methods are

provided. Based on the theory of electric resistance welding,

are analyzed. Using microscopic analysis,

surface craters are observed. In the measurement of the electric current flow in the nail fixture, the current

flow distribution is measured. From several analyses,

the cause of abnormal wear in the contact jig is

measured using the electric discharge of high current density at the inflow point of the electric supply to the
nail fixture. An alternative shape for normal wear is proposed.
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