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Vertical Space Analysis for Gradient Radiating Steel-tube Radiographic Image

Y8, AT
(JungWon Hwang, JaeHo Hwang)

~ Abstract -In this paper we propose an directional analytic approach in image data space for X-ray image which is

detected from the X-ray projection systern. Such a radiographic nondestructive testing has long been used for steel-tube
inspection and weld monitoring. The welded area and thickness of steel-tube are detected from gradient radiating
mechanism based on the evaluation of biased X-ray source position. The welded area is an ellipse type on low confrast
X-ray image including noise. Noise originates from most of elements of the system, such as shielding CCD camera,
imaging screen, X-ray source, inspected object, electronic circuits and etc.. Projection incorrectness and noise influence on
imaging quality is to be represented by vertical pixels’ distribution. Space analysis due to vertical direction also shows
the segmental possibility between regions by visual edge evaluation.
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Fig. 3. Noise analysis for vertical lines
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