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Accuracy of Ultrasonic Flaw Sizing using DAC Techniques for
Pressure Vessels Welds of Nuclear Power Plant
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ABSTRACT

During refueling Outage, In-service inspections(ISIs) for the Nuclear Power Plant components are mandatory requirement
in accordance with ASME Code Sec. XI. Especially, in current ultrasonic testing is one of the most important NDT techniques
that are used for volumetric examination methods for nuclear power plant components, and accurate sizing of flaw indication
by UT is essential to assure the integrity of the components. However, ASME code specifies minimum requirement for
vessel examination procedure, and so far many different flaw sizing approaches have been tried to apply. Through the
Round Robin Test(RRT), the accuracy of ultrasonic flaw sizing using DAC techniques was measured with the mock-ups
simulating typical pressure vessel welds. These mock-ups contain artificially introduced flaws of known size and location.
This paper shows experimental comparison data on the accuracy of techniques using such as 6dB drop, 50%DAC, 20%DAC
and 20%DAC with beam spread correction, and also shows that diverse DAC techniques can be effectively applied to
the assessment of the flaw sizing for pressure vessel welds in the stage of welding and fabrication.
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Fig. 2 Mock up Specimen #2
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Fig. 4 20%DAC Sizing results
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Fig. 6 50%DAC Sizing(3/4T)
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