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Experiment 1 (%) Experiment 2 (%) Experiment 3 (%) Average (%)
Category 1 (sound well weld) 94.40 99.30 — 96.85
Category 2 (blowout) 97.60 — 99.70 98.65
Category 3 (humping) — 98.40 — 98.40
Category 4 (undercutting) — — 93.80 93.80
Average 96.00 98.85 96.75 96.93
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