ghol sty 2000 FASES] =3 pp. 281~284

A9 29 - ol d - 43
GRAYNI AT AP ZH Y
VRPN GATY 2R NERY

An Underwater Inspection System

to Detect Hull Defects of a Ship
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ABSTRACT: After building a ship in a shipyard, there are so many repeated inspection of welding seam defects and painting status
before delivering to the ship’s owner. An inspection on the bottom part of a ship in commercial service should be done in every two
years for the purpose of safety and for the prevention of ship speed deterioration. conventional welding seam inspection systems are rely
on the visual inspection by human or the ultrasonic inspection for the selective part of a ship. This paper suggests a remote controlled
inspection system for the examination of large ships or steel structures. The proposed system moves in contact with the ship under
inspection and have a CCD camera to provide visual-guidance information to a remotely located human worker. Additionally this system
utilizes a weld line tracking algorithm for an optimal position control. We verified the effectiveness of the inspection system by
experimental data.
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Fig. 1 Configration of Detecter to hull defects
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Fig. 2 A positioning diagram of proximity
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Fig. 4 Compensation of

inspection device
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2..4 Graphic User Interface
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Fig. 5 User interface
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Fig. 6 Algorithm of inspection to detect hull
defects
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Fig, 7 A composition of test equipment
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Fig. 8 A tracking test of weld-line
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Fig. 9 Test of adhesive power and

climb
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POSITIONING CONTROL REPEATABILITY TEST
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Fig. 10 Positioning control repeatability test
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Fig. 11 Test sample of side hole defect

a9 12 29F A% TOFD AN
Fig. 12 TOFD test result of side hole defect

[1] 28%, 74, A9, “delA sHgE ol &3 &34
%37", Proceedings of the 11th KACC, pp. 593-5%, 199%.

2] ZA3, o)A, “FF BEE o]&F AAE =F BHY
%223 ZHAY, Proceedings of the 13th KACC, pp. 1528-1531,
1998. _
3] WAL, “ElolA SHE AR 1 LMY 74 gnF,
Proceedings of the 12th KACC, pp. 52-55, 1997.

[4] =9, $47), 1%, 1497, 34, &3 FFERE
o)g¢ 283 TOFD ZAMAI2E AW, dulss 24188
KSNT &A18t&ti3], 2006.

] 294, 234, “A71 ANE o8 AAel gt
o goy] g34Re 83 FHAEA", Proceedings of the
12th KACC, pp. 836-839, 1997.

- 284 -



