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Original Research Paper This paper has focused on the joint type effect on the creation and gradient temperature of weld metal in the

E_ecf'sedf 13 Agr&zozz%zo welded pipe. The main purpose is to reduce the heat generated in the weld metal and the temperature gradient
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Cold roll-forming ) have been investigated. Evaluation of the metallurgical properties, for instance, the grain boundary and the

High frequency induction welding enlargement of the heat affected zone, has also been examined. The results show that changing the joint type

Temperature gradient reduces the generated temperature 19% and the temperature gradient in the weld metal. Follow it, the grain

Joint type boundaries increase and a rectangular weld metal profile is created. Increases the ultimate tensile strength 5%
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Table 2 characteristics of the coil material in the high frequency
induction welding
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® Heat transfer in solids

® Specific heat capacity at constant stress
" Absolute temperature

8 Velocity vector of translational motion
® Heat flux by conduction

0 Heat flux by radiation

™ Coefficient of thermal expansion

12 second Piola-Kirchhoff stress tensor
2 Contains additional heat sources
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Fig. 11 Production of the welded pipe by high frequency induction
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Fig. 13a Temperature gradient of the weld metal cross section in the joint type A to C
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