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Development of Eddy Current Testing Equipment for Wire Rod
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Fig. 1 Layout of Automatic Finshing Line(AFL)
3. REGRERH Table | Main specifications of AFL
SEHREEER (ECT) ILEBRxh 3D Item Spcification
1. T EmEERC RS eTEE . &K - 2 [Rod size(mm) 5.5¢~12.09
EAESERTDIRE ThY. B [Loil weight(t) 2.5
2 @0. 05mmE X OfERE. @130m/mined [Finishing speed (m/min) 130
EEEE. OBRIRFANEROEINE | Number of lines installed )
Fﬂi%@?ﬁmﬁ&&ﬁ?*{‘/@ﬁﬁﬁﬁﬁt Finshing capacity(t/month) | 2,000
T o
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Table 2 Specification

[tem . Specification
Testing method Eddy current testing
Testing size 5.04~12.04
Testing speed max. |60mpm
Detectability of | 0.05dx5.0L
surface defect
Rotating speed 8000rpm
Nuber of probe 8 probes
Control function | !.Conditioning logitudinal & circumferentinal
of shaving system| position of flaw

2.Conditioning length & depth of flaw

ECT
Pulse generator \ Oil mist Air drier
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Fig.2 System configuration
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Table 3 Required performance and development items of an ECT
Required performance { Relation | Development items Purpose

{Guaranteed level]
Detection of 0.05mm
deep defect at S/N23

—

Reduction in size
of detacting probe

Insulated sleeve guide

Improvement
of §/N

[Flaw detecting speed]
Matching the maximum
line speed of 130mpm

Increase in the number
of channels{4-8¢ch)

.

Increase in rotating
speed (5000-8000rpm)

Improvement
of coverage
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Table. 4 Automatic contorol system
1.High-speed calculation
7 Recognition of location, depth and length of surface defects

3. Control of timing in shaving
4, Improvement of control function

Number of

channels / rpm At 60m/ /min At 160m/min

Conventional T coverage coverage
{ | 2

4ch C LT 100% 7 7 | 38%

6, 000 rpm

Newly developed : coverage TR coverage
1-5 13-

8ch (L) 260% CLFLF ) 100u

G G

8, 000 rpm

Fig.5 Detecting coverage
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- Defect location control L Operating command
» Judgment of the depth

of defect
» Control of shaving time

Reduction in area: 5~T7 % Reduction in area: 5~7 %
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Fig.6 Automatic shaving system
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Fig. 7 Excess shaving in the
longitudinal direction
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