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Mobile NDT Inspection System Using Ultrasonic
Seong-Geun Kwon', Suk-Hwan Lee'"

In order to inspect the quality of spot welding, inefficient destructive test and NDT (non destructive

testing) utilizing expensive foreign ultrasonic inspection are being conducted in the automobile production
lines, but NDT will be difficult to be used in the domestic automobile production due to complexity of

the waveform analysis and lack of mobility. In this paper, NDT system inspecting the quality of spot

welding based on mobile network is proposed to complement drawbacks of the conventional inefficient
destructive testing and NDT inspecting the quality of spot welding. Regardless of daily condition of NDT
tester, the proposed NDT system can determine the quality of spot welding automatically and transmit
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ABSTRACT
the information of NDT quality to smart devices of field workers in real-time so that convenience of
NDT and productivity of automobile production will be improved. Several specimens with a variety of
welding quality was produced to evaluate the performance of the proposed mobile ultrasonic NDT system
and the conventional foreign equipment, through this experiments, the proposed mobile ultrasonic NDT
system indicate the superior properties compared to the conventional equipment in terms of convenience,
productivity, and economic.
Key words: NDT, Spot Welding, Ultrasonic , Transducer, Mobile Network
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Fig. 1. Ultrasonic NDT inspection system of GE.
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Fig. 2. Structure of ultrasonic transducer.
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Fig. 4. Process of database generation for spot welding quality.
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