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Defect detection example of the weld using the infrared camera
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With light weighting and the price reduction of the automobile, various materials are used as well as steel materials.

Therefore, it is diversified welding, the adhesion and the mechanical joining particularly it is with problem reliability

and the durability of the joining between difference materials each other. We let you apply external excitation (light,

ultrasonic mechanical vibration, eddy current, electric current, the heat elasticity mechanical) to an inspection object

here and produce a temperature change and speak the technique that nondestructive inspects the defect in the inspection

object, crack, a joining state, inside delamination, density unevenness, a painting coating thickness with an infrared

camera.
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Fig.1 Principal of optical enhancement method
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Fig.2 Principals of pulse thermography
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Fig.3 Principals of lock-in thermography
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Fig.4 Welding inspection by pulse thermography
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Fig.5 Time domain inspection by pulse thermography
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Fig.7 Correlation of defect and lock-in frequency
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Fig.8 Principal of ultra-sonic enhancement method
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Fig.9 Evaluation of the rivet by ultrasonic excitation
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Fig.10 Evaluation of the welding parts by eddy-current excitation
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Fig.11 Various welding defects

Fig.12 Dimension of laser beam welding specimen
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Fig.13 Various welding defects by thermography
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Fig.14 Dimension of bonding specimen (steel)
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Fig.15 Filling state of the adhesive by thermography
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Fig.16 Difference in width of the adhesive by thermography
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Fig.17 Dimension of bonding specimen (steel and glass)
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Fig.18 Various bonding defects by thermography
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