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Description

BACKGROUND OF THE INVENTION

1. Field of the Invention

[0001] The present invention relates to a magnetic testing method and a magnetic testing apparatus which can detect
flaws existing in a material to be tested and extending in various directions with high precision by using a rotating magnetic
field.

2. Description of the Related Art

[0002] Conventionally, as a method of detecting a flaw existing in a material to be tested such as a steel plate, a steel
pipe or tube or the like in a nondestructive manner, there have been known magnetic testing methods such as an eddy
current testing method, a magnetic flux leakage testing method and the like. The eddy current testing method is a testing
method utilizing a fact that an eddy current induced by applying an alternating magnetic field to a material to be tested
is disturbed by the flaw. Further, the magnetic flux leakage testing method is a testing method utilizing a fact that in the
case that a magnetic field is applied to a material to be tested made of a magnetic body so as to magnetize, if a flaw
blocking the magnetic flux generated in the material to be tested exists, the magnetic flux leaks to a surface space at a
position where the flaw exists.
[0003] In the magnetic testing method, in general, an amplitude of a flaw signal to be detected (a signal obtained from
the position where the flaw exists, in testing signals detected by a predetermined detection sensor) becomes maximum,
in the case that a direction of the applied magnetic field forms a particular angle with respect to a direction in which the
flaw extends. For example, the amplitude of the flaw signal in the magnetic flux leakage testing method becomes
maximum in the case that the direction of the applied magnetic field (the direction of the magnetic flux in the material to
be tested) is orthogonal to the flaw extending direction, and is lowered in accordance with that the direction of the
magnetic field deflects from the direction which is orthogonal to the flaw extending direction.
[0004] Accordingly, in order to detect (in order to obtain a detectable amplitude of a flaw signal) whatever direction
the flaw extends, there has been proposed a magnetic testing method of applying a rotating magnetic field in which a
direction of the magnetic field changes hour by hour to the material to be tested, and detecting the flaws extending in
the various directions, based on a testing signal generated by the rotating magnetic field (for example, refer to Japanese
Unexamined Patent Publication No. 2002-131285).
[0005] In order to generate the rotating magnetic field mentioned above, for example, an exciting coil as shown in Fig.
1 is used. In other words, an exciting coil 10 shown in Fig. 1 is provided with two exciting coils (an X direction exciting
coil 1 and a Y direction exciting coil 2) arranged in such a manner that winding directions of lead wires are orthogonal
to each other (accordingly, generated magnetic fields are orthogonal to each other), and center positions coincide with
each other. Further, a resultant magnetic field of the magnetic fields generated in the exciting coils 1 and 2 rotates 360
degrees around the center positions of the exciting coils 1 and 2 (an angle φ shown in Fig. 1 changes between 0 and
360 degrees), by shifting a phase of an alternating exciting current applied to the exciting coils 1 and 2 by 90 degrees
(for example, applying a cosine wave exciting current to the X direction exciting coil 1, and applying a sine wave exciting
current to the Y direction exciting coil 2). Accordingly, it is possible to detect the flaws extending in various directions
(an angle θ shown in Fig. 1 is between 0 and 360 degrees).
[0006] In the meantime, in general, in the case that a signal to be detected (a flaw signal in the case of the magnetic
testing method) has a specific frequency component with respect to a signal constituted by various frequency components
including a noise, it is often the case that a synchronous detection is used for extracting a signal having the specific
frequency component.
[0007] In the conventional magnetic testing method which does not utilize the rotating magnetic field, the flaw signal
is synchronized with the alternating exciting current. Accordingly, it is possible to extract a flaw signal from a testing
signal at a high S/N ratio by synchronously detecting the testing signal by using the exciting current as a reference signal,
and extracting a signal which is synchronized with the exciting current. Further, the alternating current signal extracted
by the synchronous detection is generally smoothened by a low-pass filter, in order to make a ratio (S/N ratio) between
the flaw signal and the noise generated in a random order without being synchronized with the exciting current higher.
Preferably, the alternating signal extracted by the synchronous detection is smoothened per unit region corresponding
to about two or three cycles of the reference signal (the exciting current), by regulating a time constant of the low-pass filter.
[0008] Further, in the eddy current testing method, a phase analysis method is generally used as a method for improving
a flaw detection performance by using the signal obtained by synchronously detecting the testing signal. In this phase
analysis method, an X signal is set to a signal obtained by synchronously detecting the testing signal using the reference
signal, and a Y signal is set to a signal obtained by delaying the phase of the reference signal by 90 degrees so as to
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synchronously detect the testing signal. Further, the method measures how long the phase of the testing signal is delayed
with respect to the reference signal, by setting the X signal to an X-axis component, setting the Y signal to a Y-axis
component, and displaying the signal by vector on a two-dimensional plane of an X-Y coordinate system (a locus of a
vector leading end is referred to as a Lissajous waveform). For example, in the case of synchronously detecting the
testing signal having the same phase as the reference signal, it is possible to obtain the Lissajous waveform extending
along the X axis as shown in Fig. 2A because of no phase delay. More specifically, in the case of the flaw signal, since
the phase is inverted by 180 degrees when the detection sensor passes just above the flaw, it is possible to obtain the
Lissajous waveform extending along a direction 0 degrees (a positive direction of the X axis) and a direction 180 degrees
(a negative direction of the X axis). In the same manner, with regard to the testing signal in which the phase is delayed
by 45 degrees with respect to the reference signal, it is possible to obtain the Lissajous waveform extending along a
direction 45 degrees and a direction 225 degrees as shown in Fig. 2B. Further, with regard to the testing signal in which
the phase is delayed by 90 degrees, it is possible to obtain the Lissajous waveform extending along a direction 90
degrees and a direction 270 degrees as shown in Fig. 2C.
[0009] At this point, it is a rare case that a phase of the flaw signal detected by the magnetic testing method (that is,
a signal caused by a turbulence of the eddy current by the flaw, and a signal corresponding to the leakage magnetic
flux by the flaw) becomes absolutely identical to a phase of a liftoff varying noise (a fluctuation of the testing signal
generated in the case of varying a clearance between the detection sensor and the material to be tested) corresponding
to one kind of main noises at a time of testing, and they generally have a phase difference. Figs. 3A and 3B are schematic
views of the Lissajous waveform indicating the fact that the flaw signal and the liftoff varying noise have the phase
difference. As shown in Fig. 3A, it is general that a phase Φd of the flaw signal is different from a phase Φl of the liftoff
varying noise. Further, as shown in Fig. 3A, if the amplitude of the flaw signal is set to Ad, and the amplitude of the liftoff
varying noise is set to Al, the S/N ratio (= Ad/Al) becomes about 1.5 in this example. However, as shown in Fig. 3B,
since the S/N ratio (= Sd/Sl) becomes larger than 10 in this example, by rotating the X-Y coordinate system in such a
manner that the liftoff varying noise extends along the X axis, and setting a signal component in a direction Y’-axis in
the X’-Y’ coordinate system after the rotation to the testing signal, the S/N ratio is widely improved in comparison with
the case that the S/N ratio is evaluated by the amplitude (Fig. 3A). As mentioned above, there can be expected that it
is possible to suppress an influence of the liftoff varying noise with respect to the flaw detection performance, by applying
the phase analysis method.
[0010] Further, the phase analysis method includes a method of evaluating only an amplitude of a signal component
having a specific phase in the Lissajous waveform, and excluding the amplitude of the signal component having the
other phase from the subject to be evaluated, in addition to the method of rotating the X-Y coordinate system of the
Lissajous waveform as mentioned above.
[0011] However, the conventional magnetic testing method utilizing the rotating magnetic field has the following prob-
lems due to using the exciting current having the single frequency.

(1) Since it is not possible to sufficiently obtain the effect of the synchronous detection, there is a risk that the flaw
detection performance (S/N ratio) is lowered.
(2) It is not possible to estimate an angle information of the flaw (what direction the flaw extends in).
(3) It is not possible to use the phase analysis method which is general a method of improving the flaw detection
performance (S/N ratio) in the eddy current testing method.
(4) It is not possible to accurately evaluate a continuity of the flaw.

[0012] Therefore, in accordance with the conventional magnetic testing method utilizing the rotating magnetic field, it
is possible to conceptually detect the flaws extending in the various directions, however, it cannot be said that the flaw
detection performance is practically sufficient. Further, since it is not possible to estimate the angle information of the
flaw, it is hard to determine a cause by which the flaw is generated. A description will be specifically given below of the
problems (1) to (4).
[0013] As mentioned above, in the magnetic testing method, in general, the amplitude of the detected flaw signal
becomes maximum in the case that the direction of the applied magnetic field forms a specific angle with respect to the
direction in which the flaw extends. In this case, it is assumed that the amplitude of the flaw signal becomes to 0 if an
angle of shift of the direction of the magnetic field from the direction in which the amplitude of the flaw signal becomes
maximum cuts across 6 α degree. In the conventional magnetic testing method utilizing the rotating magnetic field
generated by the exciting current having the single frequency using the exciting coil 10 as shown in Fig. 1, since the
direction of the magnetic field is rotated by 360 degrees during one cycle of the exciting current, the flaw signal appears
(the amplitude of the flaw signal becomes larger than 0) under the assumption mentioned above only in a specific range
in one cycle of the exciting current (a range in which the direction of the magnetic field between - α degree and + α
degree can be obtained based on the direction in which the amplitude of the flaw signal becomes maximum).
[0014] In this case, it is assumed that two kinds of flaws A and B (an angle θ (see Fig. 1) of a flaw A equals to 20
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degrees, and an angle θ of a flaw B equals to 70 degrees) having different extending directions exist in the material to
be tested, and the angle α equals to 20 degrees. As mentioned above, since the amplitude of the flaw signal in the
magnetic flux leakage testing method becomes maximum in the case that the direction of the applied magnetic field is
orthogonal to the flaw extending direction, the flaw signal of the flaw A becomes maximum in the case that the direction
φ (see Fig. 1) of the magnetic field satisfies a relation φ = 20 degrees + 90 degrees + 180 degrees 3 n (n is an integral
number) under the assumption mentioned above, and the amplitude comes to 0 if it goes beyond the range φ 6 20
degrees. In the same manner, the flaw signal of the flaw B becomes maximum in the case that the direction φ of the
magnetic field satisfies a relation φ = 70 degrees + 90 degrees + 180 degrees 3 n (n is an integral number), and the
amplitude comes to 0 if it goes beyond the range φ 6 20 degrees.
[0015] Fig. 4 is a graph showing a time sequence relation between the exciting current waveform and the flaw signal
waveform, under the assumption mentioned above. Further, Figs. 5A and 5B are graphs each showing a flaw signal
waveform after synchronously detecting the testing signal including the flaw signal by using the exciting current as the
reference signal, and smoothening the flaw signal extracted by the synchronous detection per unit region corresponding
to two cycles of the reference signal. Fig. 5A shows the flaw signal waveform of the flaw A, and Fig. 5B shows the flaw
signal waveform of the flaw B. In this case, in Figs. 4, 5A and 5B, an illustration of the noise waveform included in the
testing signal is omitted.
[0016] In the case of synchronously detecting the testing signal, the synchronous detection uses the exciting current
applied to the X direction exciting coil 1 shown in Fig. 1, or the exciting current applied to the Y direction exciting coil 2
as the reference signal, however, as can be seen from Fig. 4, the flaw signals obtained from the flaws A and B are
shorter in the cycle than any exciting current. In other words, since the cycle of the flaw signal does not coincide with
the cycle of the reference signal, it is not possible to sufficiently obtain the effect of the synchronous detection (the effect
of extracting the flaw signal from the testing signal at the high S/N ratio), and there is a risk that the flaw detection
performance is lowered (the problem (1) mentioned above).
[0017] Further, in the case of smoothening the flaw signal extracted by the synchronous detection per unit region
corresponding to two cycles of the reference signal, as shown in Figs. 5A and 5B, the phase information of the flaw
signal (the angle information of the flaw) after smoothening is lost, and the flaw signals after smoothening become a
similar direct current signal waveform in both of flaws A and B. In other words, the angle information of the flaw cannot
be estimated (the problem (2) mentioned above).
[0018] Further, since the phase information of the flaw signal after smoothening is lost as mentioned above, and it is
not possible to specify what position the flaw signal has in one cycle of the exciting current, it is necessary to always
evaluate based on the ratio between the amplitude of the flaw signal and the amplitude of the noise as mentioned above
with reference to Fig. 3A, at a time of evaluating the flaw detection performance (S/N ratio). In other words, the general
phase analysis method cannot be used as the method of improving the flaw detection performance (the problem (3)
mentioned above).
[0019] Further, there has been conventionally proposed a method of comprehending a two-dimensional distribution
state of the flaw based on a testing image, and evaluating a continuity of the flaw, for the purpose of accurately evaluating
the continuity of the flaw so as to improve a flaw detection precision. Specifically, this method forms a testing image (a
gray image or a color image) by imaging the testing signal including the flaw signal or by imaging a signal obtained by
binarizing the testing signal by a predetermined threshold value. And this method detects the two-dimensional distribution
state of the flaw and evaluates the continuity of the flaw, by visually observing the testing image, or applying an image
process using an appropriate image processing filter or the like to the testing image. This is because there is a case
that a plurality of flaws (group defects) extending in the same direction are recognized as one flaw, and a length of a
whole of the group defects is recognized as an evaluation index of a harmfulness, in addition to the evaluation of a depth
and a length of the individual flaw segmented and detected at a time of evaluating the harmfulness of the flaw. This
index is provided for evaluating the harmfulness higher in comparison with the flaw which is actually segmented, in the
case where the flaws are actually constructed by one continuous flaw, even if the flaws are segmented into a plurality
of pieces and detected. Accordingly, it is important to accurately evaluate the length of the whole of the group defects,
that is, the continuity of the flaw.
[0020] However, in the conventional magnetic testing method utilizing the rotating magnetic field, since it is not possible
to estimate the angle information of the flaw as mentioned above, it is necessary to form the testing image based on
only the amplitude information of the testing signal. Accordingly, with regard to the flaw which is detected in the segmented
manner, for example, due to a partial small depth of the flaw in spite that the flaw is actually constituted by a single
continuous flaw, and is displayed in the segmented manner in the testing image, it is hard to accurately evaluate the
continuity of the flaw (the problem (4) mentioned above). Particularly, in the case that spatial resolution of the testing
image becomes low (common case from a restriction of a detection efficiency in the line feeding the material to be tested
at a high speed), since it is not possible to set a scanning interval of a detection sensor sufficiently small in comparison
with a dimension of the flaw, it is not possible to obtain an accurate information in what direction the flaw extends, based
on the testing image itself. Accordingly, it is hard to accurately evaluate the continuity of the flaw. A description will be
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more specifically given below with reference to Figs. 6 to 8.
[0021] As shown in Fig. 6, there is assumed a case that two flaws A and B and a noise source N exist in a material
to be tested S. Further, there is assumed that pixel groups exist within a testing image obtained by scanning the detection
sensor on the material S (a testing image imaging the signal obtained by binarizing the testing signal by a predetermined
threshold value), as shown in Fig. 7. The pixel groups are discretized in correspondence to an A/D conversion speed,
a scanning speed or the like of the detection sensor, and correspond to a candidate flaw position in the material S. In
other words, the pixel groups are constituted by four pixel groups a1 to a4 corresponding to the flaw A, two pixel groups
b1 and b2 corresponding to the flaw B, and a pixel n corresponding to the noise source N.
[0022] In the case of evaluating the continuity of the flaw with respect to the testing image shown in Fig. 7, since the
testing image is formed only based on the amplitude information of the testing signal, this cannot help evaluating the
continuity only based on the distribution state of the pixel groups corresponding to the candidate flaw position. Accordingly,
there is a risk that the pixel groups a1 to a4 and b1 are erroneously evaluated as one flaw A, and the pixel groups b2
and n are erroneously evaluated as one flaw B, as shown in Fig. 8, in correspondence to the structure of the image
processing filter or the like for evaluating the continuity of the flaw. In other words, there is a risk that the pixel n
corresponding to the noise source N is erroneously recognized as the flaw, as well as the length of the flaw A is evaluated
to be larger than the actual length and the length of the flaw B is evaluated to be smaller than the actual length. Accordingly,
there is a risk that the harmfulness of the flaw cannot be accurately evaluated.
[0023] US 4 818 935 A describes a method for non-destructive inspection of flaws in metal materials by using a rotating
magnetic field which rotates about the longitudinal axis of the material to be inspected and which is superimposed with
a high frequency alternating current.

SUMMARY OF THE INVENTION

[0024] The present invention has been devised to solve the problems of the related art, and an object of the present
invention is to provide a magnetic testing method and a magnetic testing apparatus which can precisely detect flaws
existing in a material to be tested and extending in various directions by using a rotating magnetic field.
[0025] In order to achieve the object, the present invention provides a magnetic testing method according to claim 1.
The magnetic testing method includes applying a rotating magnetic field to a material to be tested and detecting a flaw
based on a testing signal generated by the rotating magnetic field, the method comprising the steps of extracting a
candidate flaw signal by using an alternating current obtained by superpositioning (or superimposing) a first current and
a second current having a lower frequency than the first current, as an exciting current for exciting the rotating magnetic
field, synchronously detecting the testing signal by using the first current as a reference signal, and thereafter synchro-
nously detecting by using the second current as a reference signal; displaying a testing image, being a color image or
comprising a plurality of gray images, constructed by a plurality of pixels corresponding to respective positions of the
material to be tested, each of the pixels having an intensity corresponding to an intensity of the candidate flaw signal at
each of the positions, so that the testing image allows that a phase of the candidate flaw signal at each of the positions
in the testing image can be identified; and detecting the flaw based on the displayed testing image.
[0026] In accordance with the invention mentioned above, since the alternating current obtained by superpositioning
the first current and the second current which has the lower frequency than the first current is used as the exciting current
for exciting the rotating magnetic field, the magnetic field generated by the first current having the high frequency (and
the eddy current induced by the magnetic field) predominantly acts on the material to be tested, and the second current
having the low frequency functions for mainly rotating the direction of the generated magnetic field (and the eddy current)
in the material to be tested. This is because the induced electromotive force generated in the material to be tested is
proportional to the frequency of the exciting current.
[0027] Further, in accordance with the present invention, the candidate flaw signal is extracted by synchronously
detecting the testing signal by using the first current as the reference signal and thereafter synchronously detecting by
using the second current as the reference signal. In other words, since the testing signal is synchronously detected firstly
by using the first current having the higher frequency than the rotating frequency (corresponding to the frequency of the
second current) of the magnetic field as the reference signal, it is easy to bring the cycle component included in the flaw
signal obtained from the position at which the flaw actually exists into line with the cycle of the reference signal, in
comparison with the conventional case of synchronously detecting based on the reference signal having the same
frequency as the rotating frequency of the magnetic field, and there can be expected that it is possible to sufficiently
obtain the effect (extracting the flaw signal from the testing signal at the high S/N ratio) of the synchronous detection.
Further, since the phase information of the flaw signal included in the smoothened testing signal tends to be held even
by smoothening the testing signal extracted by synchronously detecting by using the first current as the reference signal
per unit region corresponding to about two or three cycles of the reference signal, it is possible to estimate the angle
information of the flaw (what direction the flaw extends in). Further, since the phase information of the flaw signal tends
to be held even by smoothening as mentioned above, it is possible to apply the phase analysis method at a time of
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synchronously detecting successively by using the second current as the reference signal, and it is possible to suppress
the influence of the liftoff varying noise or the like applied to the flaw detection performance.
[0028] Further, in accordance with the present invention, there is displayed the testing image, being a color image or
comprising a plurality of gray images, constructed by a plurality of pixels corresponding to the respective positions of
the material to be tested. Each of the pixels has the intensity corresponding to the intensity of the candidate flaw signal
(the testing signal after synchronously detecting by using the second current as the reference signal) at each of the
positions (including the case that the intensity of the candidate flaw signal is binarized by the predetermined threshold
value). The phase of the candidate flaw signal at each of the positions can be identified in the testing image. Specifically,
for example, one color image is displayed as the testing image, the color image being structured such that the pixels
are colored into the different colors in correspondence to the phase of the candidate flaw signal obtained by applying
the phase analysis method (the intensity of each of the pixels is different in correspondence to the intensity of the
candidate flaw signal). Alternatively, a plurality of gray images in which the phase (the range of phase) of the candidate
flaw signal included in each of the images is different (the intensity of each of the pixels is different in correspondence
to the intensity of the candidate flaw signal) are displayed as the testing image. Accordingly, since it is possible to visually
observe the phase (the angle information) in addition to the intensity of the candidate flaw signal in the testing image, it
is possible to accurately evaluate the continuity of the flaw.
[0029] Further, in order to achieve the object, the present invention also provides a magnetic testing method applying
a rotating magnetic field to a material to be tested and detecting a flaw based on a testing signal generated by the rotating
magnetic field, the method comprising the steps of: extracting a candidate flaw signal by using an alternating current
obtained by superpositioning a first current and a second current having a lower frequency than the first current, as an
exciting current for exciting the rotating magnetic field, synchronously detecting the testing signal by using the first current
as a reference signal, and thereafter synchronously detecting by using the second current as a reference signal; detecting
a candidate flaw position in the material to be tested by binarizing the candidate flaw signal by a predetermined threshold
value; forming a plurality of testing images which are constructed by a plurality of pixels corresponding to respective
positions of the material to be tested, the pixel corresponding to the detected candidate flaw position having an intensity
capable of being identified from the other pixels, in correspondence to a phase of the candidate flaw signal at the
candidate flaw position; evaluating a continuity of the candidate flaw position with regard to a direction corresponding
to the phase of the candidate flaw signal at the candidate flaw position existing in each of the testing images, by individually
applying an image processing to each of the testing images; and detecting the flaw based on the continuity of the
candidate flaw position.
[0030] In accordance with the invention as mentioned above, it is possible to expect that the effect of the synchronous
detection can be sufficiently obtained, in the same manner as mentioned above, to estimate the angle information of
the flaw, and to suppress the influence of the liftoff varying noise or the like with respect to the flaw detection performance.
Further, it is possible to automatically and accurately evaluate the continuity of the flaw in accordance with the image
processing.
[0031] In this case, the ratio between the frequency of the first current and the frequency of the second current may
be appropriately defined based on what resolution the angle information of the flaw is estimated (the greater the ratio
between the both is, the larger the resolution is). For example, in order to estimate the resolution of at least 45 degrees
pitch, it is necessary to set the ratio between the both equal to or more than 8 (360 degrees/45 degrees = 8).
[0032] Therefore, preferably, in the magnetic testing method, frequencies of the first current and the second current
satisfy the following equation (1): 

[0033] Further, in order to achieve the object, the present invention also provides a magnetic testing apparatus com-
prising: a magnetizing device applying a rotating magnetic field to a material to be tested; a detecting device detecting
a testing signal generated by the rotating magnetic field; and a signal processing device applying a signal processing
to the testing signal, wherein the magnetizing device is provided with an exciting coil applying an alternating current
obtained by superpositioning a first current and a second current having a lower frequency than the first current as an
exciting current, and wherein the signal processing device includes: a first synchronous detecting device synchronously
detecting the testing signal detected by the detecting device by using the first current as a reference signal; a second
synchronous detecting device synchronously detecting an output signal of the first synchronous detecting device by
using the second current as a reference signal so as to extract a candidate flaw signal; and a testing image display
device displaying a testing image, being a color image or comprising a plurality of gray images, constructed by a plurality
of pixels corresponding to respective positions of the material to be tested, each of the pixels having a an intensity
corresponding to an intensity of the candidate flaw signal at each of the positions, and allows that a phase of the candidate
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flaw signal at each of the positions in the testing image can be identified.
[0034] Further, in order to achieve the object, the present invention also provides a magnetic testing apparatus com-
prising: a magnetizing device applying a rotating magnetic field to a material to be tested; a detecting device detecting
a testing signal generated by the rotating magnetic field; and a signal processing device applying a signal processing
to the testing signal, wherein the magnetizing device is provided with an exciting coil applying an alternating current
obtained by superpositioning a first current and a second current having a lower frequency than the first current as an
exciting current, and wherein the signal processing device includes: a first synchronous detecting device synchronously
detecting the testing signal detected by the detecting device by using the first current as a reference signal; a second
synchronous detecting device synchronously detecting an output signal of the first synchronous detecting device by
using the second current as a reference signal so as to extract a candidate flaw signal; a candidate flaw position detecting
device detecting a candidate flaw position in the material to be tested by binarizing the candidate flaw signal by a
predetermined threshold value; a testing image forming device forming a plurality of testing images which are constructed
by a plurality of pixels corresponding to respective positions of the material to be tested, the pixel corresponding to the
detected candidate flaw position having an intensity capable of being identified from the other pixels, in correspondence
to a phase of the candidate flaw signal in the candidate flaw position; a continuity evaluating device evaluating a continuity
of the candidate flaw position with regard to a direction corresponding to a phase of the candidate flaw signal at the
candidate flaw position existing in each of the testing images, by individually applying an image processing to each of
the testing images; and a flaw detecting device detecting the flaw based on the continuity of the candidate flaw position.
[0035] Preferably, in the magnetic testing apparatus, frequencies of the first current and the second current satisfy
the following equation (1). 

[0036] In accordance with the present invention, it is possible to solve the problems (1) to (4) mentioned above, and
to precisely detect the flaws extending in the various directions and existing in the material to be tested, by using the
rotating magnetic field.

BRIEF DESCRIPTION OF THE DRAWINGS

[0037]

Fig. 1 is a plan cross-sectional view showing an example of an exciting coil for generating a rotating magnetic field;
Fig. 2 is a schematic diagram showing an example of a Lissajous waveform;
Figs. 3A and 3B are schematic views of a Lissajous waveform indicating a fact that a flaw signal and a liftoff varying
noise have a phase difference;
Fig. 4 is a graph showing a time sequence relation between a exciting current waveform and a flaw signal waveform
in a conventional magnetic testing method utilizing the rotating magnetic field;
Figs. 5A and 5B are graphs each showing a flaw signal waveform after synchronously detecting a testing signal
including the flaw signal by using a exciting current shown in Fig. 4 as a reference signal, and smoothening the flaw
signal extracted by the synchronous detection per unit region corresponding to two cycles of the reference signal;
Fig. 6 is a diagram schematically showing a flaw and a noise source existing in the material to be tested;
Fig. 7 is a diagram schematically showing an example of a conventional testing image obtained with regard to the
material to be tested shown in Fig. 6;
Fig. 8 is a diagram showing a result obtained by evaluating a continuity of the flaw with respect to the testing image
shown in Fig. 7;
Fig. 9 is a block diagram showing a schematic configuration of a magnetic testing apparatus in accordance with an
embodiment of the present invention;
Fig. 10 shows a schematic outer appearance view of a testing probe shown in Fig. 9;
Figs. 11A and 11B are graphs showing a signal waveform generated by a magnetizing device shown in Fig. 9;
Fig. 12 is a graph schematically showing an example of a flaw signal waveform detected by a detecting device
shown in Fig. 9;
Fig. 13 is a graph schematically showing one example of a flaw signal waveform after synchronously detecting the
testing signal including the flaw signal by using a first current as a reference signal in the first synchronous detecting
device shown in Fig. 9, and smoothening a flaw signal extracted by the synchronous detection per unit region
corresponding to two cycles of the reference signal;
Figs. 14A and 14B are views schematically showing one example of a testing image formed by the testing image
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forming device shown in Fig. 9, with respect to the material to be tested shown in Fig. 6;
Figs. 15A and 15B are diagrams describing an evaluating method carried out by a continuity evaluating device
shown in Fig. 9, with regard to the testing image shown in Figs. 14A and 14B;
Figs. 16A and 16B are explanatory views describing an outline of a testing in accordance with an example of the
present invention, in which Fig. 16A shows a longitudinal sectional view, and Fig. 16B is a plan view; and
Fig. 17 shows a Lissajous waveform of a flaw signal obtained by the testing shown in Fig.16.

DESCRIPTION OF THE PREFERRED EMBODIMENTS

[0038] A description will be given below of an embodiment in accordance with the present invention appropriately with
reference to the accompanying drawings.
[0039] Fig. 9 is a block diagram showing a schematic configuration of a magnetic testing apparatus in accordance
with an embodiment of the present invention. Fig. 10 shows a schematic outer appearance view of a testing probe shown
in Fig. 9. As shown in Fig. 9, a magnetic testing apparatus 100 in accordance with the present embodiment is provided
with a magnetizing device 1 applying a rotating magnetic field to a material to be tested, a detecting device 2 detecting
a testing signal generated by the rotating magnetic field, and a signal processing device 3 applying a signal processing
to the testing signal.
[0040] The magnetizing device1 is provided with an exciting coil 11 applying an exciting current for generating the
rotating magnetic field. As shown in Fig. 10, the exciting coil 11 is provided with an X-direction exciting coil 111 and a
Y-direction exciting coil 112 which are arranged such that winding directions of lead wires are orthogonal to each other,
and center positions coincide with each other. The magnetic field is generated in an X direction shown in Fig. 10, by
applying the exciting current (the X-direction exciting current) to the X-direction exciting coil 111. On the other hand, the
magnetic field is generated in a Y direction shown in Fig. 10, by applying the exciting current (the Y-direction exciting
current) to the Y-direction exciting coil 112. Further, a resultant magnetic field of the magnetic fields generated by the
respective exciting coils 111 and 112 is rotated by 360 degrees around the center position of each of the exciting coils
111 and 112, by shifting phases of the alternating exciting currents applied to the exciting coils 111 and 112 by 90 degrees.
[0041] The exciting coil 11 in accordance with the present embodiment is characterized by a feature that an alternating
current obtained by superpositioning a first current and a second current having a lower frequency than the first current
is applied as the exciting current. Specifically, the X-direction exciting current obtained by superpositioning the first
current and the second current is applied to the X-direction exciting coil 111, and the Y-direction exciting current is
applied to the Y-direction exciting coil 112, the Y-direction exciting current being structured such that the first current
and the second current are superpositioned, and the phase is shifted by 90 degrees with respect to the X-direction
exciting current. A description will be more specifically given below of the feature portion mentioned above appropriately
with reference to Figs. 11A and 11B.
[0042] The magnetizing device 1 in accordance with the present embodiment is provided with a first oscillator 12
generating a voltage waveform of the first current, and a second oscillator 13 generating a voltage waveform of the
second current. In other words, as shown in Fig. 11A, the voltage waveform (hereinafter, refer to as a first voltage
waveform) having the same frequency as the previously defined frequency of the first current is output from the first
oscillator 12, and the voltage waveform (hereinafter, refer to as a second voltage waveform) having the same frequency
as the previously defined frequency of the second current is output from the second oscillator 13. The frequency of the
second voltage waveform is lower than the frequency of the first voltage waveform. In this case, a ratio between the
previously defined frequency of the first current and the previously defined frequency of the second current may be
appropriately defined based on what resolution an angle information of the flaw is estimated, however, is preferably
defined in such a manner as to satisfy a relation the frequency of the first current/the frequency of the second current ≥ 8.
[0043] Further, the magnetizing device 1 is provided with a multiplier 14, and a power amplifier 15. The first voltage
waveform output from the first oscillator 12 and the second voltage waveform output from the second oscillator 13 are
multiplied (superpositioned or superimposed) by the multiplier 14, and is converted into a current by the power amplifier
15. The current output from the power amplifier 15 is used as the X-direction exciting current applied to the X-direction
exciting coil 111, as shown in Fig. 11B.
[0044] On the other hand, the magnetizing device 1 is provided with a 90-degree phase shifter 16, a multiplier 17, and
a power amplifier 18. The second voltage waveform output from the second oscillator 13 is shifted its phase by 90
degrees by the 90-degree phase shifter 16. For example, in the case that the second voltage waveform output from the
second oscillator 13 is a cosine wave, as shown in Fig. 11A, the voltage waveform output from the 90-degree phase
shifter 16 comes to a sine wave having the same frequency as the second voltage waveform. Further, the first voltage
waveform output from the first oscillator 12 and the voltage waveform output from the 90-degree phase shifter 16 are
multiplied (superpositioned or superimposed) by the multiplier 17, and is converted into the current by the power amplifier
18. The current output from the power amplifier 18 is used as the Y-direction exciting current applied to the Y-direction
exciting coil 112, as shown in Fig. 11B.
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[0045] In accordance with the structure mentioned above, as shown in Fig. 11B, the X-direction exciting current
obtained by superpositioning the first current and the second current is applied to the X-direction exciting coil 111, and
the Y-direction exciting current is applied to the Y-direction exciting coil 112, the Y-direction exciting current being
structured such that the first current and the second current are superpositioned, and the phase is shifted by 90 degrees
with respect to the X-direction exciting current.
[0046] As mentioned above, since the magnetizing device 1 in accordance with the present embodiment uses the
alternating current obtained by the superpositioning the first current and the second current having the lower frequency
than the first current as the exciting current (the X-direction exciting current and the Y-direction exciting current) for
exciting the rotating magnetic field, the magnetic field generated by the first current having the higher frequency (and
an eddy current induced by the magnetic field) are applies predominantly to the material to be tested, and the second
current having the low frequency mainly functions for rotating the direction of the generated magnetic field (and the eddy
current) in the material to be tested.
[0047] The detecting device 2 in accordance with the present embodiment is constructed as a detection coil for detecting
a change of the magnetic flux in a Z direction (see Fig. 10) which is orthogonal to the X direction and the Y direction
while passing through a center of the exciting coil 11. The detection coil 2 detects the change of the magnetic flux in the
Z direction so as to output as a testing signal to the signal processing device 3. In this case, the detection coil 2 is
integrated with the X-direction exciting coil 111 and the Y-direction exciting coil 112 mentioned above so as to form a
testing probe 4.
[0048] The signal processing device 3 is provided with a first synchronous detecting device 31 synchronously detecting
the testing signal detected by the detecting device2 by using the first current as a reference signal. Specifically, the first
synchronous detecting device 31 synchronously detects the testing signal output from the detecting device 2 by using
the first voltage waveform (the voltage waveform of the first current) output from the first oscillator 12 as the reference
signal. Further, the first synchronous detecting device 31 smoothens an alternating current extracted by the synchronous
detection per unit region corresponding to about two or three cycles of the reference signal (the voltage waveform of
the first current) so as to output.
[0049] In this case, in the same manner as mentioned above about the related art, it is assumed that two kinds of
flaws A and B (an angle θ (see Fig. 1) of the flaw A equals to 20 degrees, and an angle θ of the flaw B equals to 70
degrees) having different extending directions exist in the material to be tested, and α equals to 20 degrees. In the
present invention, in the case of the magnetic flux leakage testing method, a flaw signal of the flaw A becomes maximum
in the case that a direction φ (see Fig. 1) of the magnetic field satisfies a relation φ = 20 degrees + 90 degrees + 180
degrees 3 n (n is an integral number) under the assumption mentioned above, and an amplitude comes to 0 if it goes
beyond a range φ 6 20 degrees. In the same manner, a flaw signal of the flaw B becomes maximum in the case that
the direction φ of the magnetic field satisfies a relation φ = 70 degrees + 90 degrees + 180 degrees 3 n (n is an integral
number), and the amplitude comes to 0 if it goes beyond the range φ 6 20 degrees.
[0050] Fig. 12 is a graph schematically showing the flaw signal waveforms of the flaws A and B under the assumption
mentioned above. Further, Fig. 13 is a graph showing a flaw signal waveform after synchronously detecting the testing
signal including the flaw signal by using the first current as the reference signal in the first synchronous detecting device,
and smoothening the flaw signal extracted by the synchronous detection per unit region corresponding to two cycles of
the reference signal. A waveform of a noise included in the testing signal is not given in Figs. 12 and 13.
[0051] As is known by referring to the Fig. 12 and Figs. 11A and 11B mentioned above, since a cycle component
coinciding with a cycle of the first current is included in the flaw signal obtained from the flaws A and B, it is possible to
extract the flaw signal at a high S/N ratio from the testing signal, in comparison with the conventional case of synchronously
detecting by a reference signal (corresponding to the second current in the present invention) having the same frequency
as the rotating frequency of the magnetic field, by synchronously detecting by using the first current as the reference signal.
[0052] Further, as shown in Fig. 13, since the phase information of the flaw signal after smoothening can be held,
even by smoothening the flaw signal extracted by synchronously detecting by using the first current as the reference
signal per unit region corresponding to two cycles of the reference signal, it is possible to estimate the angle information
of the flaws A and B (in what directions they extend).
[0053] The signal processing device 3 is provided with a second synchronous detecting device32 extracting a candidate
flaw signal by synchronously detecting the output signal of the first synchronous detecting device 31 by using the second
current as the reference signal. Further, the signal processing device 3 is provided with a Lissajous waveform display
device 33 displaying a Lissajous waveform based on the output signal of the second synchronous detecting device 32.
[0054] Specifically, the second synchronous detecting device 32 branches the output signal of the first synchronous
detecting device 31 into two signals which are identical to each other. Further, the second synchronous detecting device32
synchronously detects one of the branched signals by using the second voltage waveform (the voltage waveform of the
second current) output from the second oscillator 13 as the reference signal. The synchronously detected signal (the X
signal) is output to the Lissajous waveform display device 33. Further, the second synchronous detecting device 32
synchronously detects the other of the branched signals by using the voltage waveform (the voltage waveform in which
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the phase is different by 90 degrees from the voltage waveform of the second current) output from the 90-degree phase
shifter 16 as the reference signal. The synchronously detected signal (the Y signal) is output to the Lissajous waveform
display device 33.
[0055] The Lissajous waveform display device 33 displays the Lissajous waveform in which the X signal output from
the second synchronous detecting device 32 is set to an X-axis component, and the Y signal is set to a Y-axis component.
At this time, it is possible to improve the S/N ratio by rotating the X-Y coordinate system in such a manner that the liftoff
varying noise of the detection coil 2 is along the X axis as occasion demands. Since the phase information of the flaw
signal after being smoothened by the first synchronous detecting device 31 is held as mentioned above, it is possible
to apply the phase analysis method as mentioned above, by the second synchronous detecting device 32 and the
Lissajous waveform display device 33, and it is possible to suppress an influence of the liftoff varying noise with respect
to the flaw detection performance.
[0056] Further, the signal processing device 3 is provided with a testing image display device 34 displaying a testing
image constructed by a plurality of pixels corresponding to respective positions of the material to be tested, the testing
image being structured such that each of the pixels has an intensity corresponding to an intensity of the candidate flaw
signal at each of the positions, and a phase of the candidate flaw signal at each of the positions can be identified.
[0057] Specifically, the testing image display device 34 calculates an amplitude A expressed by the following equation
(2) and a phase θ expressed by the following equation (3), based on an intensity X of the X signal and an intensity Y of
the Y signal which are output from the second synchronous detecting device 32. 

[0058] Further, a relative positional relationship between the testing probe 4 and the material to be tested detected
by an appropriate sensor (not shown) (i.e., a position of the material tested by the testing probe 4) is input to the testing
image display device 34. The testing image display device 34 displays a testing image constructed by a plurality of pixels
corresponding to respective positions of the material to be tested detected by the sensor, and structured such that each
of the pixels has an intensity corresponding to the amplitude A in each of the positions and the phase θ in each of the
positions can be identified. For example, the testing image display device 34 displays one color image in which the pixels
are colored into different colors in correspondence to the phase θ (the intensity of each of the pixels is different in
correspondence to the amplitude A) as the testing image. Alternatively, the testing display device 34 displays a plurality
of gray images (the intensity of each of the pixels is different in correspondence to the amplitude A) in which the phase
θ (range of the phase θ) included in each of the images is different, as the testing image.
[0059] Since the signal processing device 3 is provided with the testing image display device 34 having the structure
mentioned above, it is possible to visually observe the phase (the angle information) in addition to the amplitude A in
the testing image. Accordingly, it is possible to accurately evaluate the continuity of the flaw.
[0060] In the present embodiment, the description is given of the structure in which each of the pixels of the testing
image displayed by the testing image display device 34 has the intensity corresponding to the amplitude A in each of
the positions of the material to be tested. However, the present invention is not limited thereto, but it is possible to employ
a structure in which each of the pixels of the testing image displayed by the testing image display device 34 has an
intensity corresponding to an intensity X of the X signal or an intensity Y of the Y signal in each of the positions of the
material to be tested. Further, it is possible to employ a structure in which each of the pixels of the testing image displayed
by the testing image display device 34 has an intensity corresponding to an intensity of a signal component in a Y’-axis
direction in an X’-Y’ coordinate system after rotating the X-Y coordinate system in such a manner that the liftoff varying
noise of the detection coil 2 is along the X axis. Further, it is possible to employ a structure in which each of the pixels
of the testing image displayed by the testing image display device 34 has an intensity obtained by binarizing any one of
the amplitude A, the intensity of the X signal, the intensity of the Y signal and the intensity of the signal component in
the Y’-axis direction by a predetermined threshold value.
[0061] Further, the signal processing device 3 is provided with a candidate flaw position detecting device 35 detecting
a candidate flaw position in the material to be tested by binarizing the candidate flaw signal by a predetermined threshold
value, a testing image forming device 36 forming a plurality of testing images which are constructed by a plurality of
pixels corresponding to the respective positions of the material to be tested and have such an intensity that the pixel
corresponding to the detected candidate flaw position can be identified from the other pixels, in correspondence to the
phase of the candidate flaw signal in the candidate flaw position, a continuity evaluating device 37 evaluating a continuity
of the candidate flaw position with regard to a direction corresponding to the phase of the candidate flaw signal in the
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candidate flaw position existing in each of a plurality of testing images, by individually applying an image processing to
each of the testing images, and a flaw detecting device 38 detecting the flaw based on the continuity of the candidate
flaw position.
[0062] Specifically, the candidate flaw position detecting device 35 calculates the amplitude A expressed by the fol-
lowing equation (2) and the phase θ expressed by the equation (3), based on the intensity X of the X signal and the
intensity Y of the Y signal which are output from the second synchronous detecting device 32. 

[0063] The candidate flaw position detecting device 35 detects the candidate flaw position in the material to be tested
and outputs it as the candidate flaw position detection signal to the testing image forming device 36, by binarizing the
amplitude A by a predetermined threshold value. Further, the candidate flaw position detecting device 35 outputs the
phase θ corresponding to the candidate flaw position detection signal to the testing image forming device 36.
[0064] To the testing image forming device 36, there are input the candidate flaw position detection signal output from
the candidate flaw position detecting device 35, and the relative positional relationship (that is, the position of the material
to be tested where the flaw detection is carried out by the testing probe 4) between the testing probe 4 and the material
to be tested which is detected by an appropriate sensor (not shown). The testing image forming device 36 forms a
plurality of testing images which are constructed by a plurality of pixels corresponding to the respective positions of the
material to be tested detected by the sensor, and have such an intensity that the pixel corresponding to the detected
candidate flaw position can be identified from the other pixels (for example, the pixel corresponding to the detected
candidate flaw position has an intensity of 255, and the other pixels have an intensity of 0), in correspondence to the
phase θ (the range of phase) in the candidate flaw position. For example, the testing image forming device 36 forms
two testing images in which the ranges of the phases θ in the candidate flaw positions are respectively 0 degrees ≤ θ <
45 degrees and 135 degrees ≤ θ < 180 degrees. Figs. 14A and 14B are views schematically showing one example of
the testing image formed by the testing image forming device 36, with respect to the material S shown in Fig. 6 mentioned
above, in which Fig. 14A shows the testing image in which the range of the phase θ in the candidate flaw position is 0
degrees ≤ θ < 45 degrees, and Fig. 14B shows the testing image in which the range of the phase θ in the candidate flaw
position is 135 degrees ≤ θ < 180 degrees. Four pixel groups a1 to a4 corresponding to the flaw A are accurately included
as the candidate flaw position in the testing image shown in Fig. 14A, and two pixel groups b1 and b2 corresponding to
the flaw B are accurately included as the candidate flaw position in the testing image shown in Fig. 14B. In this case,
since the candidate flaw position corresponding to the noise source N has the phase θ in 45 degrees ≤ θ < 135 degrees,
the testing image is not formed. However, the present invention is not limited thereto, but it is possible to determine
whether or not it is a flaw, in correspondence to a magnitude of the flaw length calculated by the image processing by
the continuity evaluating device 37 as mentioned below, by forming one or a plurality of testing images having different
ranges of the phase θ, with respect to the candidate flaw position having the phase θ in 45 degrees ≤ θ < 135 degrees.
[0065] The continuity evaluating device 37 evaluates the continuity of the candidate flaw position with regard to the
direction corresponding to the phase θ in the candidate flaw position existing in each of the two testing images, for
example, by individually applying the image processing to each of the testing images shown in Figs. 14A and 14B. The
evaluation of the continuity employs an appropriate image processing filter. For example, with regard to the testing image
shown in Fig. 14A, it is determined whether or not the other pixels constructing the candidate flaw position exist within
a vicinity pixel region (a hatched region S1 in the figure) corresponding to the range (0 degrees ≤ θ < 45 degrees) of the
phase θ, with regard to one remarked pixel E1 constructing the candidate flaw position, as shown in Fig. 15A. If the
other pixel exists, it is determined that the other pixel and the remarked pixel E1 are in the pixel region about the same
candidate flaw position. In the example shown in Fig. 15A, the remarked pixel E1 and the other pixels E2 and E3 are
determined to be in the pixel region about the same candidate flaw position. The continuity evaluating device 37 repeatedly
carries out the process mentioned above by using all the pixels constructing the candidate flaw position within each of
the testing images as the remarked pixel, and as a result, calculates the length of the one which is determined to be the
same candidate flaw position. In the example shown in Fig. 15A, it is determined that all the pixels constructing the
candidate flaw position are the same candidate flaw position, and its length L1 (a distance between both end pixels
constructing the same candidate flaw position) is calculated. With regard to the testing image shown in Fig. 14B, the
same process is carried out as shown in Fig. 15B, and a length L2 of the candidate flaw position is calculated. In this
case, since the range (135 degrees ≤ θ < 180 degrees) of the phase θ in the testing image shown in Fig. 14B is different
from the range (0 degrees ≤ θ < 45 degrees) of the phase θ in the testing image shown in Fig. 14A, a vicinity pixel region
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(a hatched region S2 in the figure) shown in Fig. 15B is different from the vicinity pixel region shown in Fig. 15A.
[0066] The flaw detecting device 38 detects the flaw based on the continuity of the candidate flaw position. In other
words, for example, in the case that the length of the candidate flaw position calculated by the continuity evaluating
device 37 is longer than a predetermined length, it is determined that it is a flaw, and in the case that it is equal to or
shorter than the predetermined length, it is determined that it is not a flaw. In the case that the length L1 of the candidate
flaw position shown in Fig. 15A, and the length L2 of the candidate flaw position shown in Fig. 15B are longer than the
predetermined length, both of them are detected as a flaw. Further, the candidate flaw position existing in the range of
the phase θ in which the testing image is not formed is determined as the position corresponding to the noise source.
[0067] Since the signal processing device 3 is provided with the candidate flaw position detecting device 35, the testing
image forming device 36, the continuity evaluating device 37 and the flaw detecting device 38 which have the structure
mentioned above, it is possible to automatically and accurately evaluate the continuity of the flaw by utilizing the phase
(the angle information) in addition to the amplitude A in the testing image.
[0068] In the present embodiment, the description is given of the structure in which the candidate flaw position detecting
device 35 binarizes the amplitude A by the predetermined threshold value, thereby detecting the candidate flaw position
in the material to be tested for outputting as the candidate flaw position detection signal to the testing image forming
device 36. However, the present invention is not limited thereto, but can employ such a structure that the candidate flaw
position detecting device 35 binarizes the intensity X of the X signal or the intensity Y of the Y signal by the predetermined
threshold value, thereby detecting the candidate flaw position in the material to be tested for outputting as the candidate
flaw position detection signal to the testing image forming device 36. Further, it is possible to employ such a structure
that the candidate flaw position detecting device 35 detects the candidate flaw position in the material to be tested by
binarizing the intensity of the signal component in the Y’-axis direction in the X’-Y’ coordinate system after rotating the
X-Y coordinate system in such a manner that the liftoff varying noise of the detection coil 2 is along the X axis by a
predetermined threshold value, thereby outputting as the candidate flaw position detection signal to the testing image
forming device 36.
[0069] As described above, in accordance with the magnetic testing apparatus 100 of the present embodiment, it is
possible to solve the problem of the conventional magnetic testing method utilizing the rotating magnetic field caused
by using the exciting current having the single frequency, and to precisely detect the flaws extending in the various
directions and existing in the material to be tested by using the rotating magnetic field.
[0070] The feature of the present invention will be further clarified below by showing the examples.
[0071] A testing of a linear artificial flaw F formed in a steel plate S is carried out, as shown in Figs. 16A and 16B, by
using the magnetic testing apparatus 100 an outline structure of which is shown in Figs. 9 and 10. An outline of a testing
condition is shown in Table 1, and an outline specification of the material to be tested is shown in Table 2. As shown in
Table 1, there is manufactured a testing probe 4 provided with X-direction and Y-direction exciting coils each of which
is wound at 50 turns around side faces of a core material corresponding to a cube in which one side is 6 mm, and a
detecting coil which is attached to a bottom face of the core material, has a diameter 5 mm and is wound at 100 turns.

[0072] Further, as shown in Figs. 16A and 16B, a testing signal is detected by scanning the manufactured testing

[Table 1]

X-direction exciting coil 6 mm square, 50 turns

Y-direction exciting coil 6 mm square, 50 turns

Detection coil 5 mm φ , 100 turns

Detection coil liftoff 0.5 mm

Exciting current value (pulse height value) 1.0 A0-P

Frequency of first current 20 kHz

Frequency of second current 100 Hz

[Table 2]

Material of steel plate S45C

Dimension of steel plate Thickness 10 mm, width 30 mm, length 150 mm

Dimension of artificial flaw Depth 1.0 mm, width 0.5 mm, length 20 mm
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probe 4 in a certain direction (a Y direction shown in Figs. 16A and 16B) in such a manner as to pass just above the
steel plate S and just above the artificial flaw F. At this time, the testing signal is detected per each of the angles by
sequentially changing the relative angle between the direction in which the artificial flaw extends and the scanning
direction of the testing probe 4. Specifically, in the case that the angle formed by an X direction shown in Figs. 16A and
16B and the direction in which the artificial flaw F extends is set to θ, the testing signal is detected per each of the angles
θ by changing a range of θ = 0 degrees to 75 degrees at a pitch of 15 degrees.
[0073] Fig. 17 shows a Lissajous waveform of the flaw signal obtained by the testing mentioned above. As shown in
Fig. 17, it is possible to identify that the Lissajous waveform of the flaw signal at each of the angles (θ = 0 degrees, 15
degrees, 30 degrees, 45 degrees, 60 degrees, 75 degrees) has a phase which is different from each other. Further, the
Lissajous waveform of the flaw signals have all sufficiently large amplitudes with respect to the flaw in any angle. As a
result, in accordance with the present invention, there can be known that it is possible to sufficiently obtain the effect of
the synchronous wave detection, and to estimate the angle information of the flaw. Accordingly, it is possible to accurately
evaluate the continuity of the flaw by using the testing image.
[0074] In the embodiment shown in Figs. 11A and 11B, the liftoff varying noise is not generated, however, in the case
that it is generated, it is possible to suppress the influence of the liftoff varying noise with respect to the flaw detection
performance by rotating the X-Y coordinate system in such a manner that the liftoff varying noise is along the X axis,
and setting the signal component in the Y’-axis direction in the X’-Y’ coordinate system after the rotation to the candidate
flaw signal.

Claims

1. A magnetic testing method applying a rotating magnetic field to a material to be tested and detecting a flaw based
on a testing signal generated by the rotating magnetic field, the method comprising the steps of:

extracting a candidate flaw signal by using an alternating current obtained by superpositioning a first current
and a second current having a lower frequency than the first current, as an exciting current for exciting the
rotating magnetic field, synchronously detecting the testing signal by using the first current as a reference signal,
and thereafter synchronously detecting by using the second current as a reference signal;
displaying

a testing image, being a color image, constructed by a plurality of pixels corresponding to respective positions
of the material to be tested, wherein the pixels are colored into different colors in correspondence to the
phase of the candidate flaw signal and each of the pixels has an intensity corresponding to an intensity of
the candidate flaw signal at each of the positions, so that the testing image allows that a phase of the
candidate flaw signal at each of the positions in the testing image can be identified by the color of the pixels,
or
a testing image comprising a plurality of gray images each constructed by a plurality of pixels corresponding
to respective positions of the material to be tested, wherein the phase or a range of the phase of the
candidate flaw signal included in each of the gray images is different and each of the pixels has an intensity
corresponding to an intensity of the candidate flaw signal at each of the positions, so that the testing image
allows that a phase of the candidate flaw signal at each of the positions in the testing image can be identified
by the plurality of the gray images;

and
detecting the flaw based on the displayed testing image.

2. A magnetic testing method applying a rotating magnetic field to a material to be tested and detecting a flaw based
on a testing signal generated by the rotating magnetic field, the method comprising the steps of:

extracting a candidate flaw signal by using an alternating current obtained by superpositioning a first current
and a second current having a lower frequency than the first current, as an exciting current for exciting the
rotating magnetic field, synchronously detecting the testing signal by using the first current as a reference signal,
and thereafter synchronously detecting by using the second current as a reference signal;
detecting a candidate flaw position in the material to be tested by binarizing the candidate flaw signal by a
predetermined threshold value;
forming a plurality of testing images which are constructed by a plurality of pixels corresponding to respective
positions of the material to be tested, the pixel corresponding to the detected candidate flaw position having an
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intensity capable of being identified from the other pixels corresponding to positions other than the detected
candidate flaw position, in correspondence to a phase of the candidate flaw signal at the candidate flaw position;
evaluating a continuity of the candidate flaw position with regard to a direction corresponding to the phase of
the candidate flaw signal at the candidate flaw position existing in each of the testing images, by individually
applying an image processing to each of the testing images; and
detecting the flaw based on the continuity of the candidate flaw position.

3. The magnetic testing method according to claim 1 or 2, wherein frequencies of the first current and the second
current satisfy the following equation (1): 

4. The magnetic testing method according to any one of the claims 1 to 3, wherein the rotating magnetic field is
generated by
superpositioning the first current and the second current to generate a first exciting current which is supplied to a
first exciting coil;
phase-shifting the second current by 90 degrees to obtain a phase-shifted second current; and
superpositioning the first current and the phase-shifted second current to generate a second exciting current which
is supplied to a second exciting coil.

5. A magnetic testing apparatus, comprising:

a magnetizing device (1) configured for applying a rotating magnetic field to a material to be tested;
a detecting device (2) configured for detecting a testing signal generated by the rotating magnetic field; and
a signal processing device (3) configured for applying a signal processing to the testing signal,
wherein the magnetizing device (1) is provided with an exciting coil (11) configured to be supplied with an
alternating current obtained by superpositioning a first current and a second current having a lower frequency
than the first current as an exciting current, and
wherein the signal processing device (3) includes:

a first synchronous detecting device (31) configured for synchronously detecting the testing signal which
is detected by the detecting device (2) by using the first current as a reference signal;
a second synchronous detecting device (32) configured for synchronously detecting an output signal of the
first synchronous detecting device by using the second current as a reference signal so as to extract a
candidate flaw signal; and
a testing image display device (34) configured for displaying

a testing image, being a color image, constructed by a plurality of pixels corresponding to respective
positions of the material to be tested, wherein the pixels are colored into different colors in correspond-
ence to the phase of the candidate flaw signal and each of the pixels has an intensity corresponding
to an intensity of the candidate flaw signal at each of the positions, so thatn the testing image allows
that a phase of the candidate flaw signal at each of the positions in the testing image can be identified
by the color of the pixels,
or
a testing image comprising a plurality of gray images each constructed by a plurality of pixels corre-
sponding to respective positions of the material to be tested, wherein the phase or a range of the phase
of the candidate flaw signal included in each of the gray images is different and each of the pixels has
an intensity corresponding to an intensity of the candidate flaw signal at each of the positions, so that
the testing image allows that a phase of the candidate flaw signal at each of the positions in the testing
image can be identified by the plurality of the gray images;.

6. A magnetic testing apparatus comprising:

a magnetizing device (1) configured for applying a rotating magnetic field to a material to be tested;
a detecting device (2) configured for detecting a testing signal generated by the rotating magnetic field; and
a signal processing device (3) configured for applying a signal processing to the testing signal,
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wherein the magnetizing device (1) is provided with an exciting coil (11) configured to be supplied with an
alternating current obtained by superpositioning a first current and a second current having a lower frequency
than the first current as an exciting current, and
wherein the signal processing device (3) includes:

a first synchronous detecting device (31) configured for synchronously detecting the testing signal detected
by the detecting device (2) by using the first current as a reference signal;
a second synchronous detecting device (32) configured for synchronously detecting an output signal of the
first synchronous detecting device by using the second current as a reference signal so as to extract a
candidate flaw signal;
a candidate flaw position detecting device (35) configured for detecting a candidate flaw position in the
material to be tested by binarizing the candidate flaw signal by a predetermined threshold value;
a testing image forming device (36) configured for forming a plurality of testing images which are constructed
by a plurality of pixels corresponding to respective positions of the material to be tested, the pixel corre-
sponding to the detected candidate flaw position having an intensity capable of being identified from the
other pixels corresponding to positions other than the detected candidate flaw position, in correspondence
to a phase of the candidate flaw signal in the candidate flaw position;
a continuity evaluating device (37) configured for evaluating a continuity of the candidate flaw position with
regard to a direction corresponding to a phase of the candidate flaw signal at the candidate flaw position
existing in each of the testing images, by individually applying an image processing to each of the testing
images; and
a flaw detecting device (38) configured for detecting the flaw based on the continuity of the candidate flaw
position.

7. The magnetic testing apparatus according to claim 5 or 6, wherein frequencies of the first current and the second
current satisfy the following equation (1): 

8. The magnetic testing apparatus according to any one of the claims 5 to 7, wherein the exciting coil (11) comprises
a first exciting coil configured for generating a magnetic field in a first direction (X) and a second exciting coil
configured for generating a magnetic field in a second direction (Y) orthogonal to the first direction (X).

9. The magnetic testing apparatus according to claim 8, further comprising:

a first multiplier (14) configured for multiplying the first current with the second current to generate a first exciting
current for supplying to the first exciting coil;
a phase shifter (16) configured for phase-shifting the second current by 90 degrees to obtain a phase-shifted
second current; and
a second multiplier (17) configured for multiplying the first current with the phase-shifted second current to
generate a second exciting current for supplying to the second exciting coil.

Patentansprüche

1. Magnetisches Prüfverfahren, das ein rotierendes Magnetfeld auf ein zu prüfendes Material anwendet, und Detektion
eines Fehlers basierend auf einem Prüfsignal, das durch das rotierende Magnetfeld erzeugt wird, wobei das Ver-
fahren die folgenden Schritte umfasst:

Extraktion eines möglichen Fehlersignals, indem ein Wechselstrom, der durch Überlagerung eines ersten
Storms und eines zweiten Stroms mit einer niedrigeren Frequenz als der erste Strom erhalten wird, als ein
Erregerstrom zum Erregen des rotierenden Magnetfelds verwendet wird; synchrones Detektieren des Prüfsig-
nals, indem der erste Strom als ein Referenzsignal verwendet wird; und anschließendes synchrones Detektieren
mithilfe des zweiten Stroms als ein Referenzsignal;
Anzeigen eines Prüfbilds, das ein Farbbild ist, das durch eine Mehrzahl an Pixeln aufgebaut ist, die der jeweiligen
Position des zu prüfenden Materials entsprechen, wobei die Pixel in unterschiedlichen Farben entsprechend
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der Phase des möglichen Fehlersignals koloriert sind, wobei jedes der Pixel eine Intensität aufweist, die einer
Intensität des möglichen Fehlersignals an jeder der Positionen entspricht, so dass das Prüfbild ermöglicht, dass
eine Phase des möglichen Fehlersignals an jeder der Positionen im Prüfbild durch die Farbe der Pixel identifiziert
werden kann,
oder
eines Prüfbilds mit einer Mehrzahl an Graustufenbildern, die jeweils aus einer Mehrzahl an Pixeln, die jeweiligen
Positionen des zu prüfenden Materials entsprechen, aufgebaut sind, wobei die Phase oder ein Bereich der
Phase des im jedem der Graustufenbildern enthaltenen möglichen Fehlersignals unterschiedlich ist, und wobei
jeder der Pixel eine Intensität aufweist, die einer Intensität des möglichen Fehlersignals an jeder der Positionen
entspricht, so dass das Prüfbild ermöglicht, dass eine Phase des möglichen Fehlersignals an jeder der Positionen
im Prüfbild durch die Mehrzahl der Graustufenbilder identifiziert werden kann;
und
Detektion des Fehlers basieren auf dem angezeigten Prüfbild.

2. Magnetisches Prüfverfahren, das ein rotierendes Magnetfeld auf ein zu prüfendes Material anwendet, und Detektion
eines Fehlers basierend auf einem Prüfsignal, das durch das rotierende Magnetfeld erzeugt wird, wobei das Ver-
fahren die folgenden Schritte umfasst:

Extraktion eines möglichen Fehlersignals, indem ein Wechselstrom, der durch Überlagerung eines ersten
Storms und eines zweiten Stroms mit einer niedrigeren Frequenz als der erste Strom erhalten wird, als ein
Erregerstrom zum Erregen des rotierenden Magnetfelds verwendet wird; synchrones Detektieren des Prüfsig-
nals, indem der erste Strom als ein Referenzsignal verwendet wird; und anschließendes synchrones Detektieren,
indem der zweite Strom als ein Referenzsignal verwendet wird;
Detektion einer möglichen Fehlerposition im zu prüfenden Material durch Binarisieren des möglichen Fehler-
signals durch einen vorbestimmten Schwellenwert;
Erzeugen einer Mehrzahl an Prüfbildem, die durch eine Mehrzahl an Pixeln aufgebaut sind, die den jeweiligen
Positionen des zu prüfenden Materials entsprechen, wobei die Pixel, die der detektierten Fehlerposition ent-
sprechen, eine Intensität aufweisen, die geeignet ist, von anderen Pixeln, die Positionen entsprechen, die
unterschiedlich zur detektierten Fehlerposition sind, identifizierbar entsprechend einer Phase des möglichen
Fehlersignals an der möglichen Fehlerposition zu sein;
Bewerten einer Kontinuität der möglichen Fehlerposition hinsichtlich einer Richtung, die einer Phase des mög-
lichen Fehlersignals an der möglichen Fehlerposition in jedem der Prüfbilder entspricht, indem einzeln eine
Bildverarbeitung auf jedes der Prüfbilder angewandt wird; und
Detektion des Fehlers basieren auf der Kontinuität der möglichen Fehlerposition.

3. Magnetisches Prüfverfahren nach Anspruch 1 oder 2, wobei die Frequenzen des ersten Stroms und des zweiten
Stroms die folgende Gleichung (1) erfüllen: 

4. Magnetisches Prüfverfahren nach einem der Ansprüche 1 bis 3, wobei das rotierende magnetische Feld durch
Überlagerung des ersten Stroms und des zweiten Stroms, um einen einer ersten Erregerspule zugeführten ersten
Erregerstrom zu erzeugen;
Phasenverschieben des zweiten Strom um 90 Grad, um einen phasenverschobenen zweiten Strom zu erhalten; und
Überlagerung des ersten Stroms und des phasenverschobenen zweiten Stroms, um einen einer zweiten Erreger-
spule zugeführten zweiten Erregerstrom zu erzeugen.

5. Magnetische Prüfvorrichtung, mit:

einer Magnetisierungseinrichtung (1), die zur Anwendung eines rotierenden Magnetfelds auf das zu prüfende
Material eingerichtet ist;
einer Detektionseinrichtung (2), die zur Detektion eines durch das rotierende Magnetfeld erzeugten Prüfsignals
eingerichtet ist; und
einer Signalverarbeitungseinrichtung (3), die zur Anwendung einer Signalverarbeitung auf das Prüfsignals ein-
gerichtet ist,
wobei die Magnetisierungseinrichtung (1) mit einer Erregerspule (11) ausgestattet ist, die eingerichtet ist, um
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mit einem durch Überlagerung eines ersten Stroms und eines zweiten Stroms, mit einer geringeren Frequenz
als der erste Strom, erhaltenem Wechselstrom versorgt zu werden, und
wobei die Signalverarbeitungseinrichtung (3) aufweist:

eine erste Synchrondetektionseinrichtung (31), die zur synchronen Detektion des Prüfsignals eingerichtet
ist, das durch die Detektionseinrichtung (2) mithilfe des ersten Stroms als ein Referenzsignal detektiert wird;
eine zweite Synchrondetektionseinrichtung (32), die zur synchronen Detektion eines Ausgangssignals der
ersten Synchrondetektionseinrichtung mithilfe des zweiten Stroms als ein Referenzsignal, um ein mögliches
Fehlersignal zu extrahieren, eingerichtet ist; und
eine Prüfbildanzeigeeinrichtung (34), die eingerichtet ist

ein Prüfbild anzuzeigen, das ein Farbbild ist, das durch eine Mehrzahl an Pixeln aufgebaut ist, die der
jeweiligen Position des zu prüfenden Materials entsprechen, wobei die Pixel in unterschiedlichen Farben
entsprechend der Phase des möglichen Fehlersignals koloriert sind, wobei jedes der Pixel eine Inten-
sität aufweist, die einer Intensität des möglichen Fehlersignals an jeder der Positionen entspricht, so
dass das Prüfbild ermöglicht, dass eine Phase des möglichen Fehlersignals an jeder der Positionen
im Prüfbild durch die Farbe der Pixel identifiziert werden kann,
oder
ein Prüfbild mit einer Mehrzahl an Graustufenbildern, die jeweils aus einer Mehrzahl an Pixeln, die
jeweiligen Positionen des zu prüfenden Materials entsprechen, aufgebaut ist, wobei die Phase oder
ein Bereich der Phase des im jedem der Graustufenbildern enthaltenen möglichen Fehlersignals un-
terschiedlich ist, und wobei jeder der Pixel eine zur Intensität aufweist, die einer Intensität des möglichen
Fehlersignals an jeder der Positionen entspricht, so dass das Prüfbild ermöglicht, dass eine Phase des
möglichen Fehlersignals an jeder der Positionen im Prüfbild durch die Mehrzahl der Graustufenbilder
identifiziert werden kann.

6. Magnetische Prüfvorrichtung, mit:

einer Magnetisierungseinrichtung (1), die zur Anwendung eines rotierenden Magnetfelds auf das zu prüfende
Material eingerichtet ist;
einer Detektionseinrichtung (2), die zur Detektion eines durch das rotierende Magnetfeld erzeugten Prüfsignals
eingerichtet ist; und
eine Signalverarbeitungseinrichtung (3), die zur Anwendung einer Signalverarbeitung auf das Prüfsignals ein-
gerichtet ist,
wobei die Magnetisierungseinrichtung (1) mit einer Erregerspule (11) ausgestattet ist, die eingerichtet ist, um
mit einem durch Überlagerung eines ersten Stroms und eines zweiten Stroms, mit einer geringeren Frequenz
als der erste Strom, erhaltenen Wechselstrom versorgt zu werden, und
wobei die Signalverarbeitungseinrichtung (3) aufweist:

eine erste Synchrondetektionseinrichtung (31), die zur synchronen Detektion des Prüfsignals eingerichtet
ist, das durch die Detektionseinrichtung (2) mithilfe des ersten Stroms als ein Referenzsignal detektiert wird;
eine zweites Synchrondetektionseinrichtung (32), die zur synchronen Detektion eines Ausgangssignals
der ersten Synchrondetektionseinrichtung mithilfe des zweiten Stroms als ein Referenzsignal, um ein mög-
liches Fehlersignal zu extrahieren, eingerichtet ist;
einer möglichen-Fehlerpositionsdetektionseinrichtung (35), die eingerichtet ist, um eine mögliche Fehler-
position im zu prüfenden Material durch Binarisieren des möglichen Fehlersignals durch einen vorbestimm-
ten Schwellenwert zu detektieren;
eine Prüfbilderzeugungseinrichtung (36), die eingerichtet ist, eine Mehrzahl an Prüfbildem zu erzeugen,
die durch eine Mehrzahl an Pixeln aufgebaut sind, die den jeweiligen Positionen des zu prüfenden Materials
entsprechen, wobei die Pixel, die der detektierten Fehlerposition entsprechen, eine Intensität aufweisen,
die geeignet ist, von anderen Pixeln, die Positionen entsprechen, die unterschiedlich zur detektierten Feh-
lerposition sind, identifizierbar entsprechend einer Phase des möglichen Fehlersignals an der möglichen
Fehlerposition zu sein;
eine Kontinuitätsbewertungseinrichtung (37), die eingerichtet ist, um eine Kontinuität der möglichen Feh-
lerposition hinsichtlich einer Richtung zu bewerten, die einer Phase des möglichen Fehlersignals an der
möglichen Fehlerposition in jedem der Prüfbilder entspricht, indem einzeln eine Bildverarbeitung auf jedes
der Prüfbilder angewandt wird; und
eine Fehlerdetektionseinrichtung (38), die zur Detektion des Fehlers basierend auf der Kontinuität der
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möglichen Fehlerposition eingerichtet ist.

7. Magnetische Prüfvorrichtung nach Anspruch 5 oder 6, wobei die Frequenzen des ersten Stroms und des zweiten
Stroms die folgende Gleichung (1) erfüllen: 

8. Magnetische Prüfvorrichtung nach einem der Ansprüche 5 bis 7, wobei die Erregerspule (11) eine erste Erregerspule,
die zur Erzeugung eines Magnetfelds in einer ersten Richtung (X) eingerichtet ist, und eine zweite Erregerspule,
die zur Erzeugung eines Magnetfelds in einer zweiten Richtung (Y), senkrecht zur ersten Richtung (X), eingerichtet
ist, aufweist.

9. Magnetische Prüfvorrichtung nach Anspruch 8, ferner aufweisend:

einen ersten Multiplikator (14), der zum Multiplizieren des ersten Stroms mit dem zweiten Strom eingerichtet
ist, um einen ersten Erregerstrom zum Versorgen der ersten Erregerspule zu erzeugen;
einen Phasenschieber (16), der zum Phasenverschieben des zweiten Stroms um 90 Grad eingerichtet ist, um
einen phasenverschobenen zweiten Strom zu erhalten; und
einen zweiten Multiplikator (17), der zum Multiplizieren des ersten Stroms mit dem phasenverschobenen zweiten
Strom eingerichtet ist, um einen zweiten Erregerstrom zum Versorgen der zweiten Erregerspule zu erzeugen.

Revendications

1. Procédé de test magnétique appliquant un champ magnétique tournant à un matériau à tester et détectant un défaut
sur la base d’un signal de test généré par le champ magnétique tournant, le procédé comprenant les étapes :

d’extraction d’un signal de défaut candidat en utilisant un courant alternatif obtenu en superposant un premier
courant et un deuxième courant ayant une fréquence inférieure à celle du premier courant, en tant que courant
d’excitation pour exciter le champ magnétique tournant, en synchronisation avec une détection du signal de
test en utilisant le premier courant en tant que signal de référence, et ensuite en synchronisation avec une
détection en utilisant le deuxième courant en tant que signal de référence ;
d’affichage
d’une image de test, qui est une image en couleur, composée par une pluralité de pixels correspondant à des
positions respectives du matériau à tester, dans lequel les pixels sont colorés en différentes couleurs en cor-
respondance avec la phase du signal de défaut candidat et chacun des pixels a une intensité correspondant à
une intensité du signal de défaut candidat à chacune des positions, de sorte que l’image de test permette qu’une
phase du signal de défaut candidat à chacune des positions dans l’image de test puisse être identifiée par la
couleur des pixels,
ou
d’une image de test comprenant une pluralité d’images grises composées chacune par une pluralité de pixels
correspondant à des positions respectives du matériau à tester, dans lequel la phase ou une plage de la phase
du signal de défaut candidat inclus dans chacune des images grises est différente et chacun des pixels a une
intensité correspondant à une intensité du signal de défaut candidat à chacune des positions, de sorte que
l’image de test permette qu’une phase du signal de défaut candidat à chacune des positions dans l’image de
test puisse être identifiée par la pluralité des images grises ;
et
de détection du défaut sur la base de l’image de test affichée.

2. Procédé de test magnétique appliquant un champ magnétique tournant à un matériau à tester et détectant un défaut
sur la base d’un signal de test généré par le champ magnétique tournant, le procédé comprenant les étapes :

d’extraction d’un signal de défaut candidat en utilisant un courant alternatif obtenu en superposant un premier
courant et un deuxième courant ayant une fréquence inférieure à celle du premier courant, en tant que courant
d’excitation pour exciter le champ magnétique tournant, en synchronisation avec une détection du signal de
test en utilisant le premier courant en tant que signal de référence, et ensuite en synchronisation avec une
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détection en utilisant le deuxième courant en tant que signal de référence ;
de détection d’une position de défaut candidate dans le matériau à tester en binarisant le signal de défaut
candidat avec une valeur de seuil prédéterminée ;
de formation d’une pluralité d’images de test qui sont composées par une pluralité de pixels correspondant à
des positions respectives du matériau à tester, le pixel correspondant à la position de défaut candidate détectée
ayant une intensité pouvant être identifiée à partir des autres pixels correspondant aux positions autres que la
position de défaut candidate détectée, en correspondance avec une phase du signal de défaut candidat à la
position de défaut candidate ;
d’évaluation d’une continuité de la position de défaut candidate en ce qui concerne une direction correspondant
à la phase du signal de défaut candidat à la position de défaut candidate existant dans chacune des images
de test, en appliquant individuellement un traitement d’image à chacune des images de test ; et
de détection du défaut sur la base de la continuité de la position de défaut candidate.

3. Procédé de test magnétique selon la revendication 1 ou 2, dans lequel les fréquences du premier courant et du
deuxième courant satisfont à l’équation (1) suivante : 

4. Procédé de test magnétique selon l’une quelconque des revendications 1 à 3, dans lequel le champ magnétique
tournant est généré en
superposant le premier courant et le deuxième courant pour générer un premier courant d’excitation qui est fourni
à une première bobine d’excitation ;
déphasant le deuxième courant de 90 degrés pour obtenir un deuxième courant déphasé ; et
superposant le premier courant et le deuxième courant déphasé pour générer un deuxième courant d’excitation qui
est fourni à une deuxième bobine d’excitation.

5. Appareil de test magnétique, comprenant :

un dispositif de magnétisation (1) configuré pour appliquer un champ magnétique tournant à un matériau à tester ;
un dispositif de détection (2) configuré pour détecter un signal de test généré par le champ magnétique tournant ;
et
un dispositif de traitement de signal (3) configuré pour appliquer un traitement de signal au signal de test,
dans lequel le dispositif de magnétisation (1) est pourvu d’une bobine d’excitation (11) configurée pour recevoir
un courant alternatif obtenu en superposant un premier courant et un deuxième courant ayant une fréquence
inférieure à celle du premier courant en tant que courant d’excitation, et
dans lequel le dispositif de traitement de signal (3) comprend :

un premier dispositif de détection synchrone (31) configuré pour détecter en synchronisation le signal de
test qui est détecté par le dispositif de détection (2) en utilisant le premier courant en tant que signal de
référence ;
un deuxième dispositif de détection synchrone (32) configuré pour détecter en synchronisation un signal
de sortie du premier dispositif de détection synchrone en utilisant le deuxième courant en tant que signal
de référence de manière à extraire un signal de défaut candidat ; et
un dispositif d’affichage d’image de test (34) configuré pour afficher

une image de test, qui est une image en couleur, composée par une pluralité de pixels correspondant à des
positions respectives du matériau à tester, dans lequel les pixels sont colorés en différentes couleurs en cor-
respondance avec la phase du signal de défaut candidat et chacun des pixels a une intensité correspondant à
une intensité du signal de défaut candidat à chacune des positions, de sorte que l’image de test permette qu’une
phase du signal de défaut candidat à chacune des positions dans l’image de test puisse être identifiée par la
couleur des pixels,
ou
une image de test comprenant une pluralité d’images grises composées chacune par une pluralité de pixels
correspondant à des positions respectives du matériau à tester, dans lequel la phase ou une plage de la phase
du signal de défaut candidat inclus dans chacune des images grises est différente et chacun des pixels a une
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intensité correspondant à une intensité du signal de défaut candidat à chacune des positions, de sorte que
l’image de test permette qu’une phase du signal de défaut candidat à chacune des positions dans l’image de
test puisse être identifiée par la pluralité des images grises.

6. Appareil de test magnétique comprenant :

un dispositif de magnétisation (1) configuré pour appliquer un champ magnétique tournant à un matériau à tester ;
un dispositif de détection (2) configuré pour détecter un signal de test généré par le champ magnétique tournant ;
et
un dispositif de traitement de signal (3) configuré pour appliquer un traitement de signal au signal de test,
dans lequel le dispositif de magnétisation (1) est pourvu d’une bobine d’excitation (11) configurée pour recevoir
un courant alternatif obtenu en superposant un premier courant et un deuxième courant ayant une fréquence
inférieure à celle du premier courant en tant que courant d’excitation, et
dans lequel le dispositif de traitement de signal (3) comprend :

un premier dispositif de détection synchrone (31) configuré pour détecter en synchronisation le signal de
test détecté par le dispositif de détection (2) en utilisant le premier courant en tant que signal de référence ;
un deuxième dispositif de détection synchrone (32) configuré pour détecter en synchronisation un signal
de sortie du premier dispositif de détection synchrone en utilisant le deuxième courant en tant que signal
de référence de manière à extraire un signal de défaut candidat ;
un dispositif de détection de position de défaut candidate (35) configuré pour détecter une position de
défaut candidate dans le matériau à tester en binarisant le signal de défaut candidat avec une valeur de
seuil prédéterminée ;
un dispositif de formation d’image de test (36) configuré pour former une pluralité d’images de test qui sont
composées par une pluralité de pixels correspondant à des positions respectives du matériau à tester, le
pixel correspondant à la position de défaut candidate détectée ayant une intensité pouvant être identifiée
à partir des autres pixels correspondant aux positions autres que la position de défaut candidate détectée,
en correspondance avec une phase du signal de défaut candidat à la position de défaut candidate ;
un dispositif d’évaluation de continuité (37) configuré pour évaluer une continuité de la position de défaut
candidate en ce qui concerne une direction correspondant à une phase du signal de défaut candidat à la
position de défaut candidate existant dans chacune des images de test, en appliquant individuellement un
traitement d’image à chacune des images de test ; et
un dispositif de détection de défaut (38) configuré pour détecter le défaut sur la base de la continuité de la
position de défaut candidate.

7. Appareil de test magnétique selon la revendication 5 ou 6, dans lequel les fréquences du premier courant et du
deuxième courant satisfont à l’équation (1) suivante : 

8. Appareil de test magnétique selon l’une quelconque des revendications 5 à 7, dans lequel la bobine d’excitation
(11) comprend une première bobine d’excitation configurée pour générer un champ magnétique dans une première
direction (X) et une deuxième bobine d’excitation configurée pour générer un champ magnétique dans une deuxième
direction (Y) orthogonale à la première direction (X).

9. Appareil de test magnétique selon la revendication 8, comprenant en outre :

un premier multiplicateur (14) configuré pour multiplier le premier courant par le deuxième courant pour générer
un premier courant d’excitation à fournir à la première bobine d’excitation ;
un déphaseur (16) configuré pour déphaser le deuxième courant de 90 degrés pour obtenir un deuxième courant
déphasé ; et
un deuxième multiplicateur (17) configuré pour multiplier le premier courant par le deuxième courant déphasé
pour générer un deuxième courant d’excitation à fournir à la deuxième bobine d’excitation.
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