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Development of a Weld Condition Monitoring System on Titanium Tube Welding Lines
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Specifications of titanium tube welding line

- Diameter : 12. 0~65. Omm * Line speed : 0.5 ~ 5.0m/min
* Thickness :0.3 ~ 2.0mm * Supply coil : Weight max. 900kg
* Tube length : max. 25.0m Dia. max. 1,500mm
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Fig. 1 Layout of tube welding lines

T 547 H 5 B2 (Received on July 5, 1993)
* Eiicht Suzuki (Chofu-Kita Plant, Kobe Steel, Ltd., 13-1 Chofuminatomachi Shimonoseki 752)
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Fig. 2 Outline of in-line ET
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Fig. 3 Effect of in-line eddy current testing
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Fig. 4 Schematic diagram of a condition monitoring system
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Fig.5 Example of defects in in-line ET
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Fig.6 Effect of a condition monitoring system
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