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Abstract

This research describes the problems encountered during ultrasonic testing of welds of
stainless steel at higher ambient temperature. A furnance and heater control system were
produced for stainless steel specimen ultrasonic testing. The direct beam probes and angle
beam probes (less than 4 MHz) scanned the specimens at room temperature and higher
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temperature zones up to 65° C. The experimental study involved embedment of natural
defect lamination, centre line crack and porosity in the stainless steel butt weld. The
comparative study was carried out between the depth of defect at ambient temperature and
elevated temperature. The analysis of the results have shown that the depth of defect
increases as the temperature increases and the attenuation of ultrasound increases as the
temperature at the weld zone increases. The inspector can test the weld at higher ambient
temperature. The results of the investigation indicate that in using ultrasonic testing for
defects, one has to consider the temperature of the material to avoid the errors that would
follow afterwards.

Keywords Ultrasonic, Butt Welds
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