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Detection of Defect in Fillet Weldments Using Non-contact Ultrasonic Method
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(c) Surface SH-wave
Fig. 1 Propagation direction of each surface wave
types at fillet weldments.
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Fig. 3 Structure and coil of the general EMAT for the
SH wave
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Fig. 4 Excremental setup for contact surface SH-wave

Fig. 7 A specimen of fillet weldment
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Fig. 8 RF-signal of Rayleigh wave and Creeping wave
in the fillet weldment
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Fig. 9 RF-signal of contact surface SH-wave in the
fillet weldment
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Fig. 10 RF-signal of EMAT in the flllet weldment
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