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ultrasonic Infrared thermography of flaw detection using a dissimilar pipe weld
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Fig. 1 Cross-section of welded pipe

Table 1 Chemical composition of materials(Wt. %)

Materials S C Ni Cr Fe Al

Inconel600 | <0.001| 0019 | 7325 | 1612 | 972 | 0.231

Table 2 Chemical composition of materials(Wt. %)

Materials Si C Ni Cr | Mn p

<0001| 008 | 1000 | 1612 | 20 | 0.4
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Fig.4 lock-in thermography of piping hot spot
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