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Abstract

To satisfy recent demands for high mechanical strength and toughness in the weld seam for the
pipeline fields, we propose a manufacturing technique that controls the generation of cold defects
and oxide inclusion in the welding process. By analyzing the welding mechanism, we optimize the
welding condition and develop a new monitoring system that combines optical and electrical
measurements. We demonstrate that the system improves the weld seam quality of high frequency-
electric resistance welded (HF-ERW) pipe in our 24” product process of Hikari works.
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