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Common Defects & Troubleshooting
Sik Karsilasilan Hatalar ve Cozumleri

Expulsion, undersized nugget, deep indentation and cold welds. / Sicrama, kucuk
nugget, derin iz ve soguk kaynak.

ENGLISH

Common Defects & Troubleshooting

Most resistance-welding defects trace back to an imbalance between current, time and force,
or to worn electrodes and contaminated surfaces.

Expulsion (spatter)

Molten metal ejected from the weld interface, caused by excess current, excess time, insufficient
electrode force, or contaminated/misaligned surfaces. Reduces effective nugget size and can
damage part surfaces.

Undersized nugget

The fused weld zone is smaller than specification, from insufficient current or time,
worn/mushroomed electrodes, or excessive electrode force limiting heat generation. Verified by
peel or chisel destructive testing.

Deep electrode indentation
Excessive marking of the sheet surface from too much force, too much current/time, or a worn
electrode face with reduced diameter concentrating pressure.

Cold weld (lack of fusion)

Insufficient heat input — often from low current, short weld time, high contact resistance from
dirty or oxidized surfaces, or poor electrode alignment — leaves the interface unfused despite
surface appearance looking acceptable.

Expulsion / spatter Excess current or time, low force, Reduce current/time, increase

dirty surface force, clean surfaces, check
alignment

Undersized nugget Low current/time, mushroomed Increase current/time, dress or
electrode, excess force replace electrodes, verify force

Deep indentation Excess force, worn electrode face, Reduce force, dress electrode face,
excess heat check current/time

Cold weld Low current/time, contact Increase current/time, clean
resistance, misalignment surfaces, verify electrode

alignment



TURKCE
Sik Karsilasilan Hatalar ve Cozumleri

Direnc kaynagindaki cogu hata; akim, slire ve kuvvet arasindaki dengesizlikten ya da asinmis
elektrotlar ve kirli ylzeylerden kaynaklanir.

Sicrama (metal sacilmasi)
Kaynak arayutzinden erimis metalin firlamasidir; asiri akim, asiri siire, yetersiz elektrot kuvveti
veya kirli/hizasi bozuk ylzeylerden kaynaklanir.

Kucuk (yetersiz) nugget

Ergimis kaynak bdélgesinin sartnameden kucuk olmasidir; yetersiz akim veya sure,
asinmis/mantarlanmis elektrotlar ya da isi1 Gretimini sinirlayan asiri elektrot kuvvetinden
kaynaklanir.

Derin elektrot izi
Sac yuzeyinde asiri iz kalmasidir; cok fazla kuvvet, cok fazla akim/stire veya capi azalmis, basinci
yogunlastiran asinmis elektrot ucundan kaynaklanir.

Soguk kaynak (ergime eksikligi)
Yetersiz i1si girdisidir — genellikle distk akim, kisa kaynak suresi, kirli veya oksitli ylizeylerden
kaynaklanan yUksek temas direnci ya da zayif elektrot hizalamasindan kaynaklanir.

(Wata | oasineden Diizeltici nlem

Sicrama Asirn akim/sure, disik kuvvet, kirli Akimi/streyi azaltin, kuvveti artirin,
ylzey yUzeyleri temizleyin

KlgUk nugget Dusuk akim/sure, mantarlanmis Akimi/sureyi artirin, elektrotlan
elektrot, asir kuvvet tornalayin veya degistirin

Derin iz Asirl kuvvet, asinmis elektrot ucu, Kuvveti azaltin, elektrot ucunu
asiri Isi tornalayin

Soguk kaynak Dustk akim/sure, temas direnci, Akimi/sureyi artirin, yuzeyleri
hizasizlik temizleyin, hizalamayi dogrulayin
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This guide is a general technical reference. Confirm final process parameters against your equipment documentation
and application testing. / Bu rehber genel bir teknik referanstir. Nihai proses parametrelerini ekipman
dokiimantasyonunuz ve uygulama testleriyle dogrulayin.



