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Regional Image Noise Analysis for Steel-tube X-ray Image

g4, A
(JungWon Hwang, JaeHo Hwang)

Abstract -The X-ray projection system has long been used for steel-tube inspection and weld monitoring. The
thickness of tubes and welded areas is based on the evaluation of radiographic shadow projections. The traditional
tangential measurement estimates the distance of border lines of the projected wall shadows of a tube onto a
radiographic image detector. The detected image in which although there is a variety of noise may be sectioned into
several partitions according to its specific blocks. Imaging 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. The tangential

projection incorrectness and noise influence on imaging quality. In this paper we first sectionalize the X-ray image on
the basis of vertical contrast difference. And next functional and statistic analysis are carried on at each region.
Geometrical distance and unsharpness of the edge caused by visual evaluation uncertainties are also discussed.
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Fig. 1 Contrast on background region of X-ray image.
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. Fig. 2. X-ray set-up for steel pipe inspection and image.
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Fig. 3. Noise analysis for horizontal lines
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