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The kinetic sleeve cr@sgw@und coil iz not particularly designed to suppress

uniform cirgumferential “athery the colil is mounted im a head

to press the coils radia tebe wall., As the head is rotated and
tra Slut@d Lh“@ugm the gean of the tubs iz ﬂeveﬂ@meda The
i ary flaw k haracteristice of the codl
o neE bhe Plaw’s v igure 1) The @hafa&t@zigtla gigmatmr@
of a flaw terrain map is rogreszion ofs

1. & peak bordered circumferentizlly by somewhat shallower valleys.

2. Ths sigunals (pezks and valleys) psss through null or zero.

3. & valley bordeved circumferentially by peaks and appearing ag an inverse
preseontation of the signal disenszed in (1) above. Points 1 and 3 ave
separated axially by approximately the spacing between coils,
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T eszntaticn of Crosswound Coil Response to
s Vismalizatio Indigatkion
o not tend to ect the ceils in the zame way as
filaws, thers 20y different type of signal. Some of the geomstry
signals may be 23 the sgize of the smaller target flaws: however,
much of the &di metry signal m@may me rzemoved by mizing, filt@fiﬁgr
and using oths2 cCessd

g ek ing toeols aveilzble

Based on these methods, the kinstic sleeve wmay ba imspected throughout its
length . The flaw sensitivity as characterized by wvesponse to the ASYR
Stanaard 2187-im. (4.7 mm) dismeter flat bottom bole is 20% through-wall depch
(TWD) or better (Figure 2).

Due t@ severe geometvy changes, the most difficult area to inspeet is th
pareat tube nesr the sleeve end. Response to a 20% through-wzll bele is show
for this area in Figure 3.

Bobbkin celil defsct eﬁz“mJ and determination of ID ox £ i
ordinarily performed using z phase angle versus ASME flat bottom hol
depth calibration curve. Phase angls discrimipnatiosn using the reotati
may be sufficient in the kinetic sleeve design to determine
is ID-(sleave) or OD-(parex tubz) initiated; however, defect
gubject to a substantial error due to the oxpansion and sleeve =nd
influence on the signal. Amplitude calibration curve msthods haw
to offer improved zing for the flaw samples czamined durla
testingo Sizing cilcz for defects with the rotating pz

therefore, based on an amplitude calibration., Typical calibra
separate and distinct for parent tube and sleeve fFflaws. Selecuimg
appropriate amplitude curve is based on the rkﬁse angle indieat
parent) . Note that amplitude response of a botton hole way not o
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metallurgical bonding present the kinetic teld
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The bond measurement is based on a focusea szero degres surface
B ultrasonic pulse generated im the trzosducer travels

path into the slesve. coa metallur@ical bond is
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A U7 method has also been developsd to verify the sleseve-to-tube
gurality. Applicatiomn of the UT t@s has beezn used for sampling, but 4
reguired to demonstrate satisfactory sleeve installation.
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