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Abstract Ultrasonic testing for welds is widely used to ensure the integrity of facilities in NPPs. Automated
ultrasonic testing(AUT) is more consistent than the manual ultrasonic testing(MUT). It can scan welded parts,
examines the scanncd images, and saves the results as data files. AUT in NPPs is making use of commercial
systems, and there has been some difficulties in calibration of the system. An AUT system is developed. It
comprises of pulser/receiver, scanner and a control program(SonicWizard). The performance demonstration for piping
welds in NPPs and the piping wall thickness measurement on site were conducted to verify this system. The test
results of the ultrasonic testing system developed is satisfactory and effective.
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