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Remote Inspection of Weld Penetration via Ultrasonic Detection through Electrode
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Fig. 1 Schematic lllustration of
remote ultrasonic detection

Fig. 2 Circult of electric puise for
ultrasound generation
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Fig. 3 Schematic representation of
short circuiting metal transfer

RES30% PEMK MEM FULL wavE T
¢5.04B 100.2 am DIV

o
fg‘ e i
YV 1,

AMPLITUDE HMAX= 100 MMM GO

8: Shear waves
Fig. 4 Immersion transducer mounted in welding gun Fig. 5 Generation and detection of ultrasound
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Fig. 6 Ultrasonic noise during welding
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