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Principle
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Principle : The ultrasonic technique utilizes a high frequency probe which emits an ultrasonic

beam that passes through an inspected object’s thickness. The signal reflects off each interface as
the background echo and is received back by the original probe (reflection mode) or by a second
probe opposite the transmitting direction from the first probe (transmission mode). The
ultrasonic data is displayed in real time for interpretation by a certified level 2 Ultrasonic Testing
inspector. The inspection techniqgue must be validated by a certified level 3 UT Engineer.
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Sea Corrosion inspection

Application

FAULTS SELECTED BY ULTRASOUND:

Engine Blade inspection

Porosity, crack, inclusions, shrinkage,
creep cracks, delamination defects, lack
of fusion (bonding), fatigue cracks,
tearing, shocks, corrosion, unbond,
change In local thickness

Inspections of Welds




Equipment
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Interpretation
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Inspection
Ultrasonic Techniques used by MPP

_ defect marking Caliber - 4 faults
Probe Type Reference Figure I
Probe without wedge Reference point in the center of the ’ i -
active surface of the probe (VIR %
Probe with flat wedge Reference point at the center of the
> wedge contact surface
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Probe with angle wedge Reference point in the middle of the
front edge of the wedge
o Probe with or without wedge Reference point at the point of
2 emergence of the beam
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Capacity
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—m_ Equipment / Techniques STAFF
RT

2 RT Levell
2 RT level 2 and 1 RT3

Radiographic Testing

UT
Ultrasonic Testing

e b
Penetrant Testing .
| agnetcranicmpecion |
Magnetic Particle Inspection .

IRT

Infrared Thermography Testing
ST

Shearographic Testing

ET
Eddy Current Testing
Vlsual Testmg

Digital radiography (from 50KV — 320KV)

Resolution from 50 um — 200 um
mmersion Testing

Thickness measurement

Phased Array Pulse Echo
Red Dye or Fluorescent penetrant

Alkaline or Solvent Degreasing
Hand yokes

Stationary MT bench
Hot air heater or 4 x 1000 W Halogen heaters

R Camera Flir T450sc
Hot air heater or 4 x 1000 W Halogen heaters

Optrion Digital Shearographic Camera
High and low Frequency Eddy Current Testing

Rotating Probe ET
Direct VT of welds, castings and composite parts

ndirect VT (endoscopy and digital microscope 220x)
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1UT
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Contact

Jean-Charles Montanier

Commercial Director

D +32 (0) 477 63 42 32

a jcm@mpp.be

Rue du Pont 25C
B-4180 - Hamoir

+32 4 248 06 00
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EN/AS/JISQ 9100

Aéronautique

AFNOR CERTIFICATION

Q Operational office

Parc Industriel des Hauts-Sarts

Ter avenue 66
B-4040-Hertsal

b Email / Website

info@mpp.be
https://mpp.be/
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NDT LEVEL Il & Ill SERVICES
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‘ DEBURRING - POLISHING




