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i _INTRODUCTION OF WELD SCAN
__I_-'.};WELD SCAN. s a new generatlonll_mage analy5|s software meant for welding mspectors metallurgist
= ﬁ-‘_"and materlal sc nti 't Por analyz-" gV eld dlmenS|ons Itisa smgle Window based system

‘_.:_'Some compohents i

n-d presentatlons B

Annotatlon features allows qU|ck and easy Dobmnentatlon of your |mage tools. The avallable tool‘ ar =
l|ne between two points, horlzontal l|ne vertlcal llne freehand line, two parallel lines, perpendrcular

'




CAPTURE CAMERA
One can select different dieplay/capture sizes along with other setting like white balance, brightness,

; contrast Hue, Saturatlon can be changed on live displayed image. Once all setting are done, image
can be captured in approprlate folder for approprlate analysis.

.CALIBRATION

_ Callbratlon shou{d be performed onall the objectlves of the microscope, where Digital Camerais. -

By -mstalled Callbratlon should be performed only when all hardwares are finally fixed. In case of

' 'readjustments or replacement of any part, calibration should be done again.
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FILLET MEASUREMENTH
Al drmen5|onal measurements :
. Programmable (Automatlc) measurement :
. Supports allweld quallty parameters like depth/penetration, %penetration, leg lengths, throat
. lengths, root penetration etc. :
.+ Can define Component and |ts parameters to be measured
- «Canmeasure length area, angle dlameter radlus circumference in addltnon to weld
. penetratlon measurement S
s Canset expected values and tolerances for each parameter
hhve Automatlc edge detectlon

WeIdCheck -
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WELD DEFECTS =
- Weld defects such as cracklng and porosnty have a great effect on the performance of the weld
bead. Samples taken after the LSM process, with different manufacturing parameters, were: _

checked to verify the occurrence of porosity and cracking. shows a typical solldlﬂcatlon crack and_.-:‘

porosity in the weld bead. show the relatlonshl,p between LSM parameters and por05|ty and '
cracking defects, respectively. ;

( Weld Defects “ P




WELD PENETRATION ANALYSIS

Mfg.Location Techician Name
Date: 2019-12-03-11-59-08 Dapartment

Company: Units

Part Number fdg Weld Location/Number

Line Mumbar: Section Number

Type of Weld
(Automatic/Manual)

Specification:

Revision Level: Welder

Calar SL. No. Parameter Result
Honizontal Leg 155.332
Vertical Leg 197 . 546
Aciual Throal 191.31
Thegratical Throat 120 354
Effective Throat 10.181
Peneiration 1 42.225
FPenetration 2 Tr.29

Remarks:
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