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Description

[0001] The present invention relates to a three-dimen-
sional ultrasonic imaging apparatus, and is applicable for
performing three-dimensional non-destructive inspec-
tion of an internal structure, a state of a joined area and
a state of a defect of an object to be inspected, using
ultrasonic waves. Embodiments of the invention relate
to a three-dimensional ultrasonic imaging apparatus that
three-dimensionally visualizes the states of a defect,
peeling, an oxidized film, a foreign material such as a
void, and peeling of the joined area of the object to be
inspected.
[0002] As an example of technologies concerning such
a type of three-dimensional ultrasonic imaging appara-
tus, there is provided a stereoscopic ultrasonic inspection
technology disclosed in Japanese Unexamined Patent
Application Publication Nos. 2003-149213 and
2004-53360.
[0003] Since the three-dimensional ultrasonic imaging
apparatus described in these patent documents includes
an ultrasonic transducer in which a large number of pie-
zoelectric vibrators are arranged in a matrix or an array,
in a plane, using ultrasonic waves emitted and received
by the ultrasonic transducer to and from the object to be
inspected, it is possible to three-dimensionally visualize
the states of a defect, peeling, an oxidized film, a foreign
material such as a void, and peeling of a joined area of
the object to be inspected, thus enabling inspection of
the object to be inspected in a non-destructive manner.
[0004] Using a three-dimensional ultrasonic imaging
apparatus utilizing the ultrasonic transducer including a
large number of piezoelectric vibrators, it is possible to
visualize the layer structure of the object to be inspected
having a plurality of acoustic properties, and the states
of defects, voids, and peeling, etc., by means of ultrasonic
waves. However, since the imaging results of the three-
dimensional image data obtained by processing an elec-
tric signal corresponding to the received reflected echo
of the ultrasonic transducer become uneven according
to the emitted and received patterns of the ultrasonic
waves, it is difficult to determine the acceptability of the
quality of the object to be inspected, correctly and quan-
titatively, it is therefore required to determine the inspec-
tion result by means of viewing, thus, resulting in fluctu-
ations due to differences in opinion between individual
examiners.
[0005] In a known three-dimensional image process-
ing apparatus, for an ultrasonic image of the three-di-
mensional imaging data of the object to be inspected
obtained by processing an electric signal corresponding
to the received reflected echo of the ultrasonic wave emit-
ted and received by the ultrasonic transducer:

(1) since the imaging data of a three-dimensional
ultrasonic image becomes uneven according to the
emitted and received patterns of the ultrasonic wave,
it has been difficult to perform objective and quanti-

tative inspection;
(2) since the defects in an object to be inspected are
determined by means of viewing, time and manpow-
er are required, thus resulting in possibility of occur-
rence of fluctuations in the determination conditions
of inspection; and
(3) by using a single or a pair of ultrasonic transduc-
ers arranged in a matrix, by calculating in advance
the propagation time according to propagation and
refraction of an ultrasonic signal emitted and re-
ceived by the transducers and generating a table, it
has been required to achieve a high speed and high
accuracy angle beam method when an angle beam
method for performing defect testing of an object to
be inspected with a curved surface or defect inspec-
tion of a welded portion is performed.

[0006] United States patent application no. US
2003/0234239 A1 describes a system and method for
assessing the quality of spot weld joints between pieces
of metal, including an ultrasound transducer probing a
spot weld joint. United States patent no. US 5,954,653
describes a method and an apparatus for automatically
adjusting the contrast of a projected ultrasound image.
Both of these documents describe matter considered to
correspond to the preamble of claim 1 below.
[0007] It is desirable to provide a three-dimensional
ultrasonic imaging apparatus that enables to improve the
accuracy and processing speed of internal inspection of
an object to be inspected by means of ultrasonic waves,
and automatically determine acceptability of the quality
of the object to be inspected, at a time, for example, when
inspection of internal defects of the object to be inspected
having a curved shape such as a circular cylinder, or an
angle beam method etc. of the welding portion having
beads on the surface thereof is performed.
[0008] The invention provides a three-dimensional ul-
trasonic imaging apparatus, comprising: an ultrasonic
transducer in which a plurality of piezoelectric vibrators
are disposed in a matrix or an array; a driving element
selecting portion connected to the piezoelectric vibrators
and configured to select a piezoelectric vibrator to emit
an ultrasonic wave from the ultrasonic transducer from
among the plurality of the piezoelectric vibrators; a signal
detecting circuit configured to cause ultrasonic waves
emitted by the piezoelectric vibrator selected by the driv-
ing element selecting portion to enter an object to be
inspected via an acoustic wave propagating medium, to
receive an echo reflected by the object to be inspected
and thereby to detect an electric signal corresponding to
the reflected echo; a signal processing portion configured
to generate three-dimensional imaging data by subject-
ing the electric signal corresponding to the detected re-
flected echo to parallel arithmetic processing while caus-
ing an inside of the object to be inspected to correspond
to mesh elements in a three-dimensional imaging region
partitioned in advance; and a display processing device
configured to receive the three-dimensional imaging data

1 2 



EP 1 757 928 B1

3

5

10

15

20

25

30

35

40

45

50

55

from the signal processing portion, to correct image lu-
minance distribution of the three-dimensional imaging
data so as to flatten an imaging intensity distribution in a
plane direction of a surface of the object to be inspected
and then to display a corrected result, characterised in
that the display processing device also has a flattening
function of correcting the image luminance distribution
of the three-dimensional imaging data so as to eliminate
fluctuations of the image luminance distribution, such
fluctuations causing a surface image of the three-dimen-
sional imaging data to be strong at its center and weak
at its periphery, and such fluctuations being caused by
unevenness of irradiation of the ultrasonic wave.
[0009] In an embodiment of the present invention, the
display processing device includes: a luminance correc-
tion circuit for correcting luminance of three-dimensional
imaging data taken from the signal processing portion by
multiplying a correction function in an (X, Y) plane direc-
tion which is set so as to flatten the imaging intensity
distribution of the surface of the object to be inspected
of the three-dimensional imaging data taken from the sig-
nal processing portion, to the value of the three-dimen-
sional imaging data; and a display portion for displaying
the corrected result including the three-dimensional im-
aging data whose luminance is corrected by the lumi-
nance correction circuit.
[0010] In another embodiment of the invention, the dis-
play processing device includes an arithmetic determi-
nation circuit for generating a sliced image sliced in a
plane direction of the three-dimensional imaging data
corresponding to the mesh elements in the three-dimen-
sional imaging region of the object to be inspected, as a
sliced image, calculating the number of imaging mesh
elements having intensity equal to or greater than a set
value of each sliced image, and performing abnormal
determination of the object to be inspected from the po-
sitions and the areas or the volumes of anomalous por-
tions such as defects, so as to display the determined
result on the display processing device.
[0011] In a background example outside the scope of
the present invention, the imaging apparatus includes:
an ultrasonic transducer in which a plurality of piezoelec-
tric vibrators are disposed in a matrix; a driving element
selecting portion which is connected to the piezoelectric
vibrators from the ultrasonic transducer, and selects a
piezoelectric vibrator to emit ultrasonic waves by selec-
tively driving a plurality of the piezoelectric vibrators; a
signal detecting circuit for causing an ultrasonic wave
emitted by the piezoelectric vibrator selected by the start-
ing element selecting portion via an acoustic wave prop-
agating medium to enter the object to be inspected and
receiving the reflected echo from the object to be inspect-
ed to detect an electric signal of the reflected echo; a
signal processing portion for receiving the electric signal
of the detected echo, subjecting the electric signal to im-
age synthesizing processing to generate three-dimen-
sional imaging data; and a display device for receiving
the three-dimensional imaging data from the signal

processing portion to display the result of the image syn-
thesizing processing; the signal processing portion per-
forms image synthesizing of the state of the object to be
inspected on the basis of a detection time with which the
signal detecting circuit detects the driving signal of the
piezoelectric vibrators as a reflected echo, and the ma-
trix-like special arrangement of the piezoelectric vibra-
tors.
[0012] In said background example of three-dimen-
sional ultrasonic imaging apparatuses, at the signal
processing portion, it is preferable for all of the piezoe-
lectric vibrators constituting the ultrasonic transducer to
perform image synthesizing of the surface shape and
internal state of the object to be inspected by selecting
imaging data from the electric signals of the reflected
echo from the object to be inspected on the basis of two-
way ultrasonic wave propagation time data obtained by
selecting a pair of pieces of table data corresponding to
the combination of emission and reception from a plural-
ity pieces of table data in which ultrasonic propagation
time of one propagating direction is stored and adding a
pair of pieces of the table data to each of three-dimen-
sional imaging mesh elements corresponding to the
three-dimensional imaging data in the object to be in-
spected from the piezoelectric vibrators via the acoustic
propagating medium.
[0013] In said background example, it is desirable for
the signal processing portion to be configured with a
boundary setting portion for setting and memorizing the
surface shape of the object to be inspected, a table data
generating portion for storing the ultrasonic wave prop-
agating time from the piezoelectric vibrator to the three-
dimensional imaging mesh elements on the surface of
the object to be inspected and inside the object to be
inspected via the acoustic propagating medium, and gen-
erating table data in which the one-way ultrasonic wave
propagating times are stored for all of the piezoelectric
vibrators, an image synthesizing portion for receiving
wave form data recorded the wave form storing memory
and the table data via an A/D converter and synthesizing
an three-dimensional image.
[0014] Furthermore, the signal processing portion in
said background example may be configured so as to
visualize the internal state of the object to be inspected
by inputting a boundary extracting portion for receiving
the result of imaging the surface of the object to be in-
spected and automatically extracting the surface shape,
the surface shape generated by the boundary extracting
portion, and coordination information of the piezoelectric
vibrators in the table data generating portion.
[0015] Furthermore, the signal processing portion in
said background example selects and adds two table da-
ta corresponding to a pair of piezoelectric vibrators for
emission and reception selected when collecting wave-
form data, one by one, with respect to all waveform data
collected among a plurality of table data generated in the
table data generation portion, and on basis of the two-
way ultrasonic wave propagation time obtained from the
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addition result, by subjecting the three-dimensional im-
aging mesh elements to allocation processing of the cor-
responding waveform data and addition processing, one
by one, three-dimensional images may also be synthe-
sized.
[0016] Moreover, according to said background exam-
ple, the table data generating portion of the signal
processing portion, by storing the differencing process-
ing result of the depth direction using that the one-way
ultrasonic wave propagation time changes continuously
in the depth direction, the data capacity of the one-way
ultrasonic wave propagation time table can also be com-
pressed.
[0017] In addition, according to said background ex-
ample, by generating table data while intimately fixing a
wedge type shoe material to the ultrasonic transducer
via a couplant so as to fix the ultrasonic transducer to the
object to be inspected with an angle, it is also possible
to three-dimensionally visualize the internal state of the
object to be inspected by emitting and receiving ultrason-
ic waves with the angle.
[0018] Furthermore, according to said background ex-
ample, by generating table data while preparing a pair of
the ultrasonic transducers and fixing them to the surfaces
of the object to be inspected so as to face each other
symmetrically with an angle, and using one of a pair of
the ultrasonic transducers for emission and the other one
for reception, it is also possible to three-dimensionally
visualize the internal state of the object to be inspected.
[0019] Furthermore, according to said background ex-
ample, internal cross-sectional images of the object to
be inspected can also be three-dimensionally imaged,
by using an ultrasonic transducer in which piezoelectric
vibrators are arranged in a line, to display by visualizing
the internal cross-sectional images of the object to be
inspected one by one and by superposing a plurality of
the obtained cross-sectional images along the axis of a
rotational angle, while two-dimensionally visualizing the
surface shape of the object to be inspected, receiving
the obtained cross-sectional imaging data in a boundary
extracting portion of the signal processing portion, auto-
matically extracting the surface shape in the boundary
extracting portion every time when the object to be in-
spected is rotated by a constant angle, and regenerating
the (two-dimensional) table data.
[0020] According to embodiments of the present inven-
tion, it is possible to provide a more even and easily visible
display image by correcting three-dimensional imaging
data synthesized by an three-dimensional ultrasonic im-
aging apparatus including an ultrasonic transducer.
Moreover, it is possible to display anomalous portions
such as internal defects or voids of the object to be in-
spected, objectively and quantitatively, and to automat-
ically and quantitatively determine the acceptability of the
quality of the object to be inspected, quickly and correctly.
[0021] In order that the invention will be more readily
understood, embodiments thereof and background ex-
amples will now be described, given by way of example

only, in relation to the drawings, and in which:-

Fig. 1 is a view showing an entire configuration of a
three-dimensional ultrasonic imaging apparatus ac-
cording to an embodiment of the present invention;
Fig. 2A is a view showing an example of image cor-
rection processing of a display processing device in
the three-dimensional ultrasonic imaging apparatus
shown in Fig. 1;
Fig. 2B is a view showing an example of image cor-
rection processing of a display processing device in
the three-dimensional ultrasonic imaging apparatus
shown in Fig. 1;
Fig. 2C is a view showing an example of image cor-
rection processing of a display processing device in
the three-dimensional ultrasonic imaging apparatus
shown in Fig. 1;
Fig. 3A is a view showing an example of automatic
determination processing of an arithmetic determi-
nation circuit in a display processing device
equipped with the three-dimensional ultrasonic im-
aging apparatus according to an embodiment of the
present invention;
Fig. 3B is a view showing an example of automatic
determination processing of an arithmetic determi-
nation circuit in a display processing device
equipped with the three-dimensional ultrasonic im-
aging apparatus according to an embodiment of the
present invention;
Fig. 4A is a view showing an example of automatic
determination processing of a difference determin-
ing circuit in the display processing device equipped
with the three-dimensional ultrasonic imaging appa-
ratus according to an embodiment of the present in-
vention;
Fig. 4B is a view showing an example of automatic
determination processing of a difference determin-
ing circuit in the display processing device equipped
with the three-dimensional ultrasonic imaging appa-
ratus according to an embodiment of the present in-
vention;
Fig. 4C is a view showing an example of automatic
determination processing of a difference determin-
ing circuit in the display processing device equipped
with the three-dimensional ultrasonic imaging appa-
ratus according to an embodiment of the present in-
vention;
Fig. 5 is a view of an entire configuration showing a
three-dimensional ultrasonic imaging apparatus ac-
cording to a background example outside the scope
of the present invention;
Fig. 6 is a view of a configuration of a signal process-
ing portion in Fig. 5;
Fig. 7 is an explanation view showing an example of
signal processing of a three-dimensional ultrasonic
imaging apparatus according to said background ex-
ample;
Fig. 8 is an explanation view showing an example of
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application to angle inspection of a three-dimension-
al ultrasonic imaging apparatus according to a back-
ground example outside the scope of the present
invention;
Fig. 9 is an explanation view showing imaging
processing by a pair of matrix transducers divided
into emission and reception in a three-dimensional
ultrasonic imaging apparatus according to said back-
ground example; and
Fig. 10 is an explanation view showing an example
of application of a linear array transducer in a three-
dimensional ultrasonic imaging apparatus according
to a background example, outside the scope of the
present invention.

[0022] Fig. 1 is a view showing a configuration of an
embodiment of a three-dimensional ultrasonic imaging
apparatus according to the present invention.
[0023] The three-dimensional ultrasonic imaging ap-
paratus 10 functions as an ultrasonic camera which can
perform precise stereo imaging of an internal structure
and defect shape of an object to be inspected. The three-
dimensional ultrasonic imaging apparatus 10 includes:
an ultrasonic transducer 11 for converting an ultrasonic
vibration into an electric signal and vice versa and for
emitting and receiving an ultrasonic wave with a pre-
scribed frequency; a signal generating portion 12 for gen-
erating a driving signal which drives the ultrasonic trans-
ducer 11; a driving element selecting portion 13 for se-
lecting the driving signals from the signal generating por-
tion 12 and selectively driving piezoelectric vibrators of
the ultrasonic transducer 11; a signal detecting circuit 16
for irradiating ultrasonic wave emitted by the ultrasonic
transducer 11 to a inspection region 15 of an object to
be inspected 14 and for detecting an electric signal cor-
responding to the reflected echo from the inspection re-
gion 15 via the ultrasonic transducer 11; a signal process-
ing portion 17 for generating three-dimensional (3D) ul-
trasonic imaging data by subjecting the electric signal
corresponding to the reflected echo detected by the sig-
nal detecting circuit 16 to parallel arithmetic processing;
and a display processing device 18 for subjecting the
three-dimensional ultrasonic imaging data and the dis-
play image processed in the signal processing portion
17 to correction processing and comparing processing,
determining the state of the internal defect 28 of the object
to be inspected 14 automatically with high accuracy, and
displaying the determined result.
[0024] Moreover, the three-dimensional ultrasonic im-
aging apparatus 10 includes a sensing device for an ul-
trasonic inspection apparatus 20 which can display the
internal structure of the object to be inspected 14 by rap-
idly capturing high sensitivity and highly accurate three-
dimensional ultrasonic images, and the ultrasonic imag-
ing apparatus 10 enables high speed inspection that re-
quires an image to be captured every one to ten seconds.
The ultrasonic inspection apparatus 20 includes an ul-
trasonic transducer 11 as an ultrasonic sensor for emit-

ting and receiving ultrasonic waves, and an acoustic
propagating medium 21 is brought into close contact with
the emitting and receiving surface as a sensing surface
of the ultrasonic transducer 11.
[0025] The three-dimensional ultrasonic imaging ap-
paratus 10 can be applied for testing of the maintenance
state of a welded portion and the presence or absence
(non-presence) of weld defects in car, aviation and rail-
road industries, and for observing the state of a welded
portion in plant and shipbuilding industries.
[0026] The ultrasonic transducer 11 is configured as
an ultrasonic sensor composed of a matrix sensor where
a large number of piezoelectric vibrators 22 are inde-
pendently aligned and arranged in a matrix having m rows
and n columns. It is possible to collect several thousands
of or several dozens of thousands of ultrasonic wave-
forms of the reflected echoes simultaneously by means
of an ultrasonic camera (the three-dimensional ultrasonic
imaging apparatus 10) including the ultrasonic sensor
11, and it is also possible to perform imaging of the in-
ternal structure of the object to be inspected 14, the state
of a joined area 15, and the presence or non-presence
of and the state of weld defects, at a high speed.
[0027] A drive signal generated from the signal gener-
ating portion 12 is selected by the driving element select-
ing portion 13 and applied to the each piezoelectric vi-
brator 22 of the ultrasonic transducer 11. The driving or-
ders of the piezoelectric vibrators 22 are determined one
by one or several ones by several ones at a time by
means of selection of the driving element selecting por-
tion 13, and the piezoelectric vibrators 22 are driven at
a desired drive timing. In place of being arranged in a
matrix, the array of the piezoelectric vibrators 22 may be
arranged in rows or in crossed lines so as to constitute
an array sensor. In other words, the ultrasonic sensor
constituting the ultrasonic transducer 11 may be a matrix
sensor or an array sensor.
[0028] A liquid or solid acoustic wave propagating me-
dium 21 is brought into close contact with the surface for
emitting and receiving ultrasonic waves, which is a sens-
ing surface of the ultrasonic transducer 11, specifically,
on the side of the object to be inspected 14. A couplant
24 for acoustic matching of the ultrasonic waves, is pro-
vided between the acoustic wave propagating medium
21 and the object to be inspected 14, as occasion de-
mands. The couplant 24 is formed of a gelled liquid or
solid having a low volatility. When the acoustic wave
propagating medium 21 is a liquid, the couplant 24 is not
required.
[0029] Moreover, the acoustic wave propagating me-
dium 21 acting as a shoe material is box-shaped overall
having an opening area formed in accordance with the
size of the inspecting region (target region) 15 of the ob-
ject 14, the height of the acoustic wave propagating me-
dium 21 is determined by the oscillation angle (spreading
angle) of the ultrasonic wave emitted by the piezoelectric
vibrators 22.
[0030] As for the object to be inspected 14, for exam-
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ple, two plate-like structures 14a and 14b, joined by
means of spot welding, are used, and the inspecting re-
gion 15 of the structures 14a and 14b is subjected to
internal inspection in a non-destructive manner by the
three-dimensional ultrasonic imaging apparatus 10 using
ultrasonic waves. As for the object to be inspected 14, a
multiple layer structure having three or more plate-like
structures welded by being superposed may be used.
Moreover, the object to be inspected 14 may be a metallic
material, a resin material, or a specimen to be tested.
[0031] Meanwhile, the signal generating portion 12 is
a unit or like for supplying a drive signal to the ultrasonic
transducer 11 in order to generate ultrasonic waves by
actuating the piezoelectric substances of the piezoelec-
tric vibrators 22, and generates a pulsed or continuous
drive signal. In other words, when a piezoelectric vibra-
tors 22mn arranged in m-th row and n-th column to be
driven by the driving element selecting portion 13 is se-
lected, the generated drive signal is supplied to the se-
lected piezoelectric vibrators 22mn at a required timing.
Since the driving element selecting portion 13 sequen-
tially selects one or a plurality of the piezoelectric vibra-
tors 22mn to be driven at the required timing, when the
drive signal from the signal generating portion 12 is sup-
plied to the selected piezoelectric vibrators 22mn, the
piezoelectric vibrators 22mn are driven so as to emit an
ultrasonic wave U toward the object to be inspected 14
due to the piezoelectric characteristics thereof.
[0032] The ultrasonic waves sequentially emitted by
the piezoelectric vibrators 22 of the ultrasonic transducer
11, pass through the acoustic wave propagating medium
21 acting as a shoe member, enter the inspection region
15 of the object 14 via the couplant 24, and are reflected
at boundary layers of the inspection region 15.
[0033] The echoes reflected by the boundary layers
such as the upper surface 25, boundary surfaces (the
bottom surface of the object to be inspected 14a and the
upper surface of the object to be inspected 14b) 26, the
bottom surface 27, the weld defect portion 28 of the object
14, from the object 14 via the acoustic wave propagating
medium 21, are received by the piezoelectric vibrators
22 of the ultrasonic transducer 11, acting as an ultrasonic
sensor, with different time lags, vibrate the piezoelectric
vibrators 22, and are converted into electric signals cor-
responding to the reflected echoes. Subsequently, the
electric signals corresponding to the reflected echoes are
input to the signal detecting circuit 16, in which the electric
signals corresponding to the reflected echoes are each
detected with respect to the corresponding piezoelectric
vibrator 22.
[0034] In the three-dimensional ultrasonic imaging ap-
paratus 10, when a drive signal is supplied to the piezo-
electric vibrators 22mn selected by the driving element
selecting portion 13, among the piezoelectric vibrators
22 of the ultrasonic transducer 11, the selected piezoe-
lectric vibrators 22mn operate so as to emit ultrasonic
waves U. The emitted ultrasonic waves U are irradiated
to the inspecting region 15 of the object to be inspected

14 via the acoustic wave propagating medium 22 and
the couplant 24, provided if necessary. Portions of the
ultrasonic waves U irradiated to the inspecting region 15
of the object to be inspected 14 are reflected from a den-
sity boundary layer of the inspecting region 15 and are
reflected as echoes. The reflected echoes are returned
to the matrix sensor (ultrasonic transducer) 11, via the
couplant 24 and the acoustic wave propagating medium
21, and received by the corresponding piezoelectric vi-
brators 22 with different time lags. The reflected echoes
are converted into electric signals by means of piezoe-
lectric transformation performed by the piezoelectric vi-
brators 22, sent to the signal detecting circuit 16 and de-
tected.
[0035] In the ultrasonic transducer 11, since the pie-
zoelectric vibrators 22 are sequentially driven at a re-
quired timing by the drive signals which are sequentially
supplied from the drive signal selecting portion 13, the
reflected echoes of the ultrasonic waves emitted by the
piezoelectric vibrators 22 are received by the matrix sen-
sor 11 acting as an ultrasonic sensor in a two dimension-
al-manner.
[0036] In the matrix sensor 11, if m rows and n columns
of the piezoelectric vibrators 22 consist of, for example,
10 3 10 elements, one hundred piezoelectric vibrators
22 are disposed in a matrix, and the piezoelectric vibra-
tors 22mn are sequentially driven by the driving element
selecting portion 13. If the drive signals are sequentially
supplied to the piezoelectric vibrators 22, the ultrasonic
waves U are sequentially emitted by the piezoelectric
vibrators 22 at the driving timing. The reflected echoes
of the ultrasonic waves sequentially emitted by the pie-
zoelectric vibrators 22 are sequentially received by the
matrix sensor 11 acting as an ultrasonic sensor, and elec-
tric signals corresponding to the reflected echoes, which
are the received signals thereof, are sent to the signal
detecting circuit 16 every time the reflected echoes are
received.
[0037] Consequently, the reflected echoes of the ultra-
sonic waves, emitted by the individual piezoelectric vi-
brators 22 disposed in a matrix by means of operation of
the ultrasonic transducer 11 are received by the matrix
sensor 11 in a two-dimensional manner. The matrix sen-
sor 11 receives the reflected echoes corresponding to
the ultrasonic waves emitted by the individual piezoelec-
tric vibrators 20mn, the electric signals corresponding to
the received reflected echoes are sent to the signal de-
tecting circuit 16, and sent to the signal processing por-
tion 17 via the signal detecting circuit 16.
[0038] The signal detecting circuit 16 has a function of
detecting the electric signals corresponding to the reflect-
ed echoes emitted by the matrix sensor 11. Among the
detected signals, a plurality of signals required for inspec-
tion are each supplied to the signal processing portion
17 via amplifiers 31a, 31b, ..., and 31i. The amplifiers
31a, 31b, ..., and 31i may be provided to the signal
processing portion 17.
[0039] The amplifiers 31a, 31b, ..., and 31i amplify the
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supplied electric signals corresponding to the reflected
echoes to decibel (dB) values which can be subjected to
signal processing, for example, to an order of 10,000
times that of the supplied electric signals, and the ampli-
fied electric signals are supplied to corresponding A/D
converters 32a, 32b, ..., and 32i, which convert an analog
signal to a digital signal. The A/D converters 32a, 32b, ...,
and 32i have functions of subjecting the supplied electric
signals to A/D conversion, and of supplying the converted
electric signals to corresponding parallel processors 33a,
33b, ..., and 33i.
[0040] The parallel processors 33 in the signal
processing portion 17 include a three-dimensional image
generating portion, which is a unified processor, rapidly
subjects the digital signals supplied from the A/D con-
verters 32a, 32b, ..., and 32i to arithmetic processing in
parallel, each of them specifying reflection intensity from
a corresponding one of mesh elements partitioned in the
inspection region (imaging region) in advance, and gen-
erates three-dimensional imaging data I which visualizes
the meshed internal state of the object to be inspected
14. The generated three-dimensional imaging data I is
sent from the parallel processors 33 to the display
processing device 18.
[0041] The parallel processors 33 in the signal
processing portion 17 have a function of generating
three-dimensional imaging data I for visualizing the state
of the joined area 15 by processing the digital signals
supplied from the A/D converters 32a, 32b, ..., and 32i.
The three-dimensional imaging data I is generated by
causing the electric signals corresponding to the reflect-
ed echoes, detected by the signal detecting circuit 16, to
each correspond to one of the mesh elements of the
three-dimensional imaging region set inside the object
to be inspected 14 by means of opening-synthesizing
processing.
[0042] Moreover, the three-dimensional image gener-
ating portion 34 of the parallel processors 33, generates
three plane (two-dimensional) images by viewing
through the three-dimensional imaging data I from three
directions, which are a front (X-Y plane) direction viewed
from the ultrasonic transducer 11 and two directions (Y-
Z plane) and (Z-X plane) perpendicular to the front direc-
tion and each other, and projecting the largest data value
of the imaging data, superposed in the through-view di-
rections of the three-dimensional imaging data I, in the
three directions on a plane.
[0043] The display processing device 18 includes: a
luminance correction circuit 35 for correcting the image
luminance distribution of three-dimensional imaging data
I supplied from the signal processing portion 17; an arith-
metic determination circuit 36 for dividing the measured
three-dimensional imaging data I into aggregates of
sliced images Is in horizontal direction, calculating the
positions and the areas or the volumes of anomalous
portions from the ultrasonic wave reflection intensity dis-
tribution of each sliced image Is, and automatically de-
termining the acceptability of the quality of the object to

be inspected 14; a difference determining circuit 37 for
automatically detecting anomalous portions such as de-
fects by subjecting the reference imaging data of the ob-
ject to be inspected 14 and the calculated three-dimen-
sional imaging data I to differencing processing; and a
display section 38 for displaying the three-dimensional
imaging data I subjected to luminance correction and the
automatically determined result of the object to be in-
spected 14. As for the arithmetic determination circuit 36
and the differencing determining circuit 37, only one of
them may be included.
[0044] The luminance correction circuit 35 in the dis-
play processing portion 18 has a function of correcting
the luminance distribution so as to eliminate the fluctua-
tions of the luminance distribution occurring in the three-
dimensional imaging data I sent from the signal process-
ing portion 17 and to flatten the luminance distribution of
images.
[0045] In the three-dimensional imaging data I gener-
ated by the parallel processor 33 of the signal processing
portion 17, since irradiation of ultrasonic waves by the
emitted and received patterns by piezoelectric vibrators
22 of the ultrasonic transducer 11 is uneven, the fluctu-
ations occur in the luminance distribution of surface im-
ages of the object to be inspected 14. The surface images
44 of the object to be inspected 14 are represented in a
similar manner as the reflection intensity distribution R
of ultrasonic waves in a distribution chart in Fig. 2A in
which gain is shown along the vertical axis and the X-
direction is the horizontal direction, and the surface im-
ages 44 of the three-dimensional imaging data I, as
shown in Fig. 2B, tend to be strong at the center and to
be weak at the periphery.
[0046] Consequently, luminance correction of the im-
age of the three-dimensional imaging data I is performed
so as to obtain an image with even luminance distribution
shown in Fig. 2C, by flattening the three-dimensional im-
aging data I using a luminance calibrating curve C, which
is a correction function in a plane (X, Y) direction so as
to be, for example, the inverse value of the reflection
intensity distribution R, so that adverse effects due to the
fluctuations in the luminance distribution do not appear
so as not to generate differences in intensity due to re-
flection intensity distribution R of the ultrasonic waves in
the surface images 44 of the object to be inspected 14.
The result of luminance correction of the image of the
three-dimensional imaging data I is represented as a
stereo display image Id in the display portion 38.
[0047] The luminance correction circuit 35 of the dis-
play processing portion 18 has a function of obtaining a
uniform image Id without the fluctuations of luminance
values through emission and reception of ultrasonic
waves by piezoelectric vibrators 22 mm of the ultrasonic
transducer 11 by correcting luminance values of the
three-dimensional imaging data I so as to flatten the dis-
tribution, in a plane direction, of the three-dimensional
imaging data I, obtained by subjecting an endless num-
bers of reflected echoes from the inside of the object 14
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to opening synthesizing processing.
[0048] In other words, the luminance correction circuit
35 of the display processing portion 18, by amplifying the
imaging data values (luminance values) of the three-di-
mensional (3D) imaging data I corresponding to mesh
elements in the three-dimensional imaging region of the
object to be inspected 14, in accordance with the distri-
bution in the horizontal direction (X, Y direction) thereof,
by performing correction of influence of the surface re-
flection wave of the object 14 and by performing attenu-
ation correction of the ultrasonic waves in the object 14
can display a processed three-dimensional display im-
age Id of the object 14 on the display portion 38, which
has no fluctuation of luminance and which is more uni-
form and easier to be viewed.
[0049] Moreover, for the three-dimensional imaging
data I or Id representing the reflection intensity of an ul-
trasonic wave, the arithmetic determination circuit 36 in
the display processing device 18, in order to automati-
cally determine the presence or non-presence of internal
defects 28 of the object to be inspected 14, subjects the
three-dimensional images of the three-dimensional im-
aging data Id to dividing processing so as to obtain sliced
images Is which are cut in the horizontal (X, Y direction)
direction. The three-dimensional images obtained after
processing divide the three-dimensional images before
processing of the three-dimensional imaging data I into
aggregates of sliced images Is containing a top surface
image Is1 to a bottom surface image Isb.
[0050] The number of the mesh elements of the sliced
images Is is determined as a stereo mesh number de-
termined in the object to be inspected 14 in advance, and
accordingly, by calculating the number of imaging mesh
elements whose imaging luminance is equal to or greater
than a set value set in advance, the position and the area
of the object 14 is obtained.
[0051] The non-processed three-dimensional image is
divided into sliced images Is cut in the horizontal direction
by the arithmetic determination circuit 36, after being
processed, the three-dimensional positions (3D posi-
tions) and the areas or the volumes of anomalous por-
tions such as defects, whose reflection intensity of the
ultrasonic waves is equal to or greater than a set value,
are obtained objectively and quantitatively from the in-
tensity distribution of the reflected waves of sliced images
Is by means of calculation of the number of the imaging
mesh elements, and acceptability of the quality of the
object to be inspected 14 can be automatically deter-
mined.
[0052] Moreover, since the bottom surface of the object
to be inspected 14a (the interface 26 of the object) has
a large ultrasonic wave reflection intensity due to the den-
sity difference thereof, the large ultrasonic wave reflec-
tion intensity appears on the bottom surface image Ib of
an object to be inspected 14a as a magnitude (bright-
ness) of the imaging luminance. Consequently, by quan-
titatively observing the imaging luminance of the bottom
surface portion of the object to be inspected 14a, voids

and minute defects occurred inside the object 14, can be
evaluated quantitatively and accurately by counting the
number of imaging mesh elements of the sliced images
Is.
[0053] Further, the display processing device 18 in-
cludes a difference determining circuit 37 for automati-
cally determining anomalous portions such as internal
defects of the object to be inspected 14. In the difference
determining circuit 37, three-dimensional imaging data
of a normal object to be inspected (a work-piece) ob-
tained in advance, is stored in a memory 40 as reference
values (reference imaging data), in advance. By compar-
ing the stored reference imaging data with the measured
three-dimensional imaging data I (or Id) by means of a
comparison circuit 41 and by subjecting the stored ref-
erence imaging data to differencing processing, anoma-
lous portions 48 such as internal defects of the object to
be inspected 14 are extracted, and, thus, acceptability
of the quality of the object 14 is automatically determined.
[0054] Specifically, the difference determining circuit
37 includes the comparison circuit 41 and the memory
40, while the measured three-dimensional imaging data
I (Id) shown in Fig. 4A is sent to the comparison circuit
41, the reference imaging data shown in Fig. 4B, stored
in the memory 40 is supplied to the comparison circuit
41, then, subjected to differencing processing. The three-
dimensional imaging data I is composed of data values
corresponding to the mesh elements inside the three-
dimensional imaging region of the object to be inspected
14.
[0055] By subjecting the measured three-dimensional
imaging data I in Fig. 4A, and the reference imaging data
shown in Fig. 4B, as shown in Fig. 4C, to differencing
processing, a fixed image due to anomalous portions 48
such as internal defects and the shape of the object to
be inspected 14, is identified, and by determining the
number and the positions of the imaging mesh elements
whose difference is equal to or greater than a set value
set in advance, it is possible to automatically detect the
three-dimensional positions and areas or volumes of the
anomalous portions 48 such as internal defects of the
object to be inspected 14. These detected results are
shown in the display portion 38. In addition, in Figs. 4A
and 4B, reference numerals 46 and 47 denote processed
three-dimensional shape images.
[0056] In the embodiment of the present invention,
since the three-dimensional imaging data I synthesized
by a three-dimensional ultrasonic imaging apparatus in-
cluding an ultrasonic transducer 11 composed of plurality
of piezoelectric vibrators 22 formed in a matrix or an ar-
ray, independently, is subjected to correction processing
by the luminance correction circuit 35 of the display
processing device 18, by combining a plurality of the im-
aging data obtained while moving the ultrasonic trans-
ducer 11 in accordance with the position of the ultrasonic
transducer 11, it is possible to perform three-dimensional
imaging processing enabling the image to be more even
and more easily understood.
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[0057] Further, by calculating the number and posi-
tions of the imaging mesh elements having luminance
equal to or greater than a set value from sliced images
formed from three-dimensional imaging data I sliced in
the horizontal direction, by comparing the reference im-
aging data of the three-dimensional imaging of a normal
work-piece of the object to be inspected 14 and the meas-
ured three-dimensional imaging data, and then, by sub-
jecting them differencing processing, it is possible to au-
tomatically determine the three-dimensional positions
and sizes (areas or volumes) of the defect portions such
as internal defects of the object to be inspected 14, thus
enabling automatic identification of acceptability of the
object to be inspected 14.
[0058] Meanwhile, as mentioned before, it is desirable
to provide a mechanism for performing an inspection by
using a three-dimensional ultrasonic imaging apparatus
having a configuration and an action as mentioned
above, shown in Fig. 1, and specifically, the three-dimen-
sional ultrasonic imaging apparatus, when defects of an
object to be inspected having a curved surface are in-
spected, will be described as a background example out-
side the scope of the present invention hereunder with
reference to Figs. 5 and 6, in which like reference numer-
als are denoted to the same components as those in the
three-dimensional ultrasonic imaging apparatus shown
in Fig. 1, and the detailed description thereof will be omit-
ted.
[0059] As shown in Fig. 5, the three-dimensional ultra-
sonic imaging apparatus includes an ultrasonic transduc-
er (matrix sensor) 11, a signal generating portion 12, a
driving element selecting portion 13, a signal detecting
circuit 16, amplifiers 31a, - -, and 31i, a signal processing
portion 17 and a display processing device 18. The front
surface of the ultrasonic transducer 11 is directly brought
into contact with an acoustic wave propagating liquid me-
dium 21, and receives ultrasonic waves U reflected by
the defects 28 in the object to be inspected 14A. In the
ultrasonic transducer 11, n pieces of piezoelectric vibra-
tors 22, --, 22 are arranged in a matrix, among of which
piezoelectric vibrators to be driven are determined by
selection of the driving element selecting portion 13, and
a drive signal from the signal generating portion 12 is
supplied by a lead. Moreover, electric signals emitted by
respective piezoelectric vibrators 22 are supplied to the
signal detecting circuit 16 by a lead.
[0060] If the piezoelectric vibrator 22 are electrically
driven, due to the properties as a piezoelectric sub-
stance, ultrasonic waves are emitted, and the emitted
ultrasonic waves U propagate through the acoustic wave
propagating medium 21 and reach to the defects 28 in
the object to be inspected 14A after being refracted by a
curved surface interface 49. Ultrasonic waves U reflected
by the defects 28, after being refracted again by the
curved surface interface 49, enter the piezoelectric vi-
brator 22 via the acoustic wave propagating medium 21,
and consequently, each of the piezoelectric vibrators 22
emits an electric signal.

[0061] The signal generating portion 12 has a function
of generating pulsed or continuous drive signals so that
the piezoelectric vibrators 22 generate ultrasonic waves
U. The generated drive signal is supplied to the driving
element selecting portion 13.
[0062] The drive signal selection portion 13 selects one
or a plurality of piezoelectric vibrators 22 to be driven and
then supplies a driving signal supplied by the signal gen-
erating portion 12 to the selected piezoelectric vibrators
22. The signal detecting circuit 16 detects the electric
signals generated by the piezoelectric vibrators 22. A plu-
rality of electric signals among the detected signals, re-
quired for inspection, are sequentially supplied to the cor-
responding amplifiers 31 (31a, - -, 31i). The A/D converter
32 subjects the supplied electric signals to A/D conver-
sion, temporarily stores the signals in a waveform storing
memory 75 in the signal processing portion 7, and then
supplies them to an image synthesizing processing por-
tion 76. The image synthesizing processing portion 76
generates information that processes the digital signal
supplied by the waveform storing memory 75, and visu-
alizes a state of the object to be inspected. The generated
information is supplied to the display processing device
18 and displayed on the display portion 38.
[0063] Meanwhile, in a table data generating portion
81 of an unifying processor 80, on the basis of the data
of the curved boundary 49 generated by an interface ex-
tracting portion 82 and the data of the coordinates of the
piezoelectric vibrators 22, --, 22, n pieces of table data
(1) 84 to table data (n) 88 are generated, in which one-
way ultrasonic wave propagating time, that is required
for the signals to be emitted by respective piezoelectric
vibrators 22, refracted by the curved boundary 49 and
reach to all imaging mesh elements in an imaging region
50, is stored.
[0064] In addition, in the interface extracting portion
82, the positional data of the curved surface boundary
49 can be automatically generated by subjecting the im-
aging result of the object of to be inspected 14A, taken
in advance and generated in the image synthesizing
processing portion 76 to extraction processing of the sur-
face position of the object to be inspected 14A.
[0065] Fig. 7 is a modified example with regard to im-
age synthesizing processing performed in an image syn-
thesizing processing portion according to a background
example outside the scope of the present invention. Fig.
7 shows an image synthesizing processing process by
means of the ultrasonic wave U emitted and received by
piezoelectric vibrators (j) 22j and (k) 22k.
[0066] After being refracted by the curved surface
boundary 49, the ultrasonic waves U reach into the im-
aging region 50. Therefore, in table data (1) 86, there is
stored one-way ultrasonic wave propagation time until
the ultrasonic waves U reach to respective mesh ele-
ments of the imaging region 50, after being emitted from
piezoelectric vibrator (1) 22-1 and being refracted by the
curved surface boundary 49. Similarly, in table data (k)
87, there is also stored one-way ultrasonic wave propa-
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gation time until the ultrasonic waves U reach to respec-
tive mesh elements of the imaging region 50, after being
emitted from piezoelectric vibrator (k) 22-k and being re-
fracted by the curved surface boundary 49.
[0067] Fig. 7, as an example of image synthesizing
processing, shows allocation processing of emission and
reception waveforms 60 between piezoelectric vibrators
(j) and (k) to the imaging mesh element (i) 51 to imaging
mesh element (i+2) 52 --.
[0068] In the allocation processing to the imaging mesh
element (i) 51, by adding propagation time (j, i) 91 stored
in the (i)-th data of the table data (j) 86 and propagation
time (k, i) 94 stored in the (i)-th data of the table data (k)
87, two-way propagation time is obtained, or by selecting
data having nearest delay time from the emission and
reception waveforms 60 between piezoelectric vibrators
(j) and (k), adding processing of the same to data in im-
aging mesh element (i) 51 in the imaging region 50 is
performed.
[0069] In the allocation processing to the imaging mesh
element (i+1) 52, by adding propagation time (j, i+1) 92
stored in the (i+1)-th data of the table data (j) 86 and
propagation time (k, i+1) 94 stored in the (i+1)-th data of
the table data (k) 95, two-way propagation time is ob-
tained, or by selecting data having nearest delay time
from the emission and reception waveforms 60 between
piezoelectric vibrators (j) and (k), adding processing of
the same to data in imaging mesh element (i+1) 52 in the
imaging region 40 is performed.
[0070] Furthermore, by performing similar processing
one after another with respect to the imaging mesh ele-
ments (i+2) 53 and (i+3) 54 so as to perform the process-
ing with respect to all the imaging mesh elements in the
imaging region 50, the image synthesizing processing
by means of allocation of the emission and reception
waveforms 60 between piezoelectric vibrators (j) and (k)
is completed.
[0071] Thereafter, by changing the emission and re-
ception waveforms to be allocated in the imaging region
50 and repeating similar processing with respect to all
combinations of emission and reception, it is possible to
complete the imaging of the internal state of the object
to be inspected 14A.
[0072] Further, since in table the data (1) 84 to the table
data (n) 88, data of one-way ultrasonic wave propagation
times until the ultrasonic waves reach to respective mesh
elements in the imaging region 50 after being emitted by
piezoelectric vibrators (1)22-1 to (n)22-n is stored, one-
way ultrasonic wave propagation times arranged in the
depth direction also change continuously. Consequently,
by subjecting the one-way ultrasonic wave propagation
times of the table data (1) 84 to the table data (n) 88 to
differencing processing with respect to the mesh ele-
ments arranged in the depth direction and storing them,
the data capacity can be significantly compressed.
[0073] Fig. 8 is a view of a configuration explaining an
example to be applied to an angle inspection as a back-
ground example outside the scope of the present inven-

tion. As shown in Fig. 8, a resin-based shoe material 108
such as acrylic and polystyrene is brought into close con-
tact with the tip of an ultrasonic transducer 11 via a liquid-
state couplant 111 and further brought into close contact
with an object to be inspected with a shape of a plane
cylinder, or like shape by coating a couplant on the sur-
face of the shoe material 108.
[0074] Herein, by tilting the angle of an attachment
plane between the shoe material and the matrix trans-
ducer, ultrasonic waves emitted by piezoelectric vibra-
tors (1)22-1 to (n)22n are caused to refract in the object
to be inspected 109 to enter there in an oblique direction
(for example, at an angle of 45° or 70°), and by receiving
the ultrasonic waves U reflected by defects 110, the im-
aging of the defects 110 can be performed. In the con-
dition of oblique incidence, three-dimensional image syn-
thesizing according to an oblique angle can be performed
by performing generation of table data (1)84 to (n)88 by
an interface setting portion 83.
[0075] Fig. 9 is a view of a configuration explaining an
application example of the imaging by a pairs of three-
dimensional transducers which are separated for emis-
sion and reception, as a background example. As shown
in Fig. 9, a transducer 102 for emission and a transducer
103 for reception are arranged facing each other so that
ultrasonic waves can be emitted and received by each
transducer.
[0076] As for the transducer 102 for emission and the
transducer 103 for reception, similar to the application
example of the angle inspection, their tips are brought
into close contact with shoe materials 108 having a same
shape via liquid-state couplants 111, respectively. They
are further brought into close contact with the object to
be inspected 109 such as a pipe by coating a couplant
on the surface of the shoe materials 108 and fixed to the
object 109 asymmetrically so that defects 110 are sand-
wiched.
[0077] Herein, by tilting the angle of attachment planes
between the shoe material 108 and the matrix transducer
for emission 102 and the matrix transducer for reception
103, ultrasonic waves emitted by piezoelectric vibrators
for emission 106 are caused to refract in the object to be
inspected 109 to enter there in an oblique direction, and
by receiving the ultrasonic waves U reflected by defects
110 by piezoelectric vibrators for reception 107, the im-
aging of the defects 110 can be performed. In the con-
dition of oblique incidence, the imaging of the defects
110 can be performed.
[0078] In the condition of oblique incidence, by per-
forming generation of the table data (1)84 to (n) 88 by
the matrix transducer for emission 102 and the matrix
transducer for reception 103, three-dimensional image
synthesizing by the matrix transducer for emission 102
and the matrix transducer for reception 103 can be per-
formed.
[0079] Fig. 10 is a view of a configuration explaining
an application example of inspection of an object having
a cylinder shape by a linear array transducer 119, as a
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background example outside the scope of the present
invention. As shown in Fig. 10, by emitting and receiving
ultrasonic waves using the linear array transducer 119
in which n pieces of piezoelectric vibrators (1)120 to
(n)121 are arranged in a straight line, two-dimensional
cross-sections in the object to be inspected 109 can be
imaged.
[0080] At that time, by setting a curved boundary 113
of the object to be inspected 109 at an interface setting
portion and generating the table data (1) 84 to table data
(n) 88, the internal inspection of an object to be inspected
109, whose cross-section has a constant shape, can be
performed.
[0081] At that time, by performing the imaging of a
cross-section by rotating the object to be inspected 109
around a central axis 125 as a center, every time when
the rotation angle α changes by a constant value, and
superposing a plurality of the obtained cross-sectional
images and displaying the result, the three-dimensional
imaging of the defects in the object to be inspected 109
can be performed.
[0082] Furthermore, by performing the imaging of the
surface of the object to be inspected 109, every time
when the rotation angle α changes by a constant value,
and by processing the results and regenerating a curved
boundary 113 in each case by a boundary extracting por-
tion 82, and thus generating the table data (1)84 to (n)88,
the internal inspection of the object to be inspected 109,
whose cross-sectional shape changes, can also be per-
formed.

Claims

1. A three-dimensional ultrasonic imaging apparatus
(10), comprising:

an ultrasonic transducer (11) in which a plurality
of piezoelectric vibrators (22) are disposed in a
matrix or an array;
a driving element selecting portion (13) connect-
ed to the piezoelectric vibrators and configured
to select a piezoelectric vibrator to emit an ultra-
sonic wave from the ultrasonic transducer from
among the plurality of the piezoelectric vibrators;
a signal detecting circuit (16) configured to
cause ultrasonic waves emitted by the piezoe-
lectric vibrator selected by the driving element
selecting portion to enter an object to be inspect-
ed via an acoustic wave propagating medium,
to receive an echo reflected by the object to be
inspected and thereby to detect an electric sig-
nal corresponding to the reflected echo;
a signal processing portion (17) configured to
generate three-dimensional imaging data by
subjecting the electric signal corresponding to
the detected reflected echo to parallel arithmetic
processing while causing an inside of the object

to be inspected to correspond to mesh elements
in a three-dimensional imaging region parti-
tioned in advance; and
a display processing device (18) configured to
receive the three-dimensional imaging data
from the signal processing portion, to correct im-
age luminance distribution of the three-dimen-
sional imaging data so as to flatten an imaging
intensity distribution in a plane direction of a sur-
face of the object to be inspected and then to
display a corrected result,
characterised in that the display processing
device also has a flattening function of correcting
the image luminance distribution of the three-
dimensional imaging data so as to eliminate fluc-
tuations of the image luminance distribution,
such fluctuations causing a surface image of the
three-dimensional imaging data to be strong at
its center and weak at its periphery, and such
fluctuations being caused by unevenness of ir-
radiation of the ultrasonic wave.

2. The three-dimensional ultrasonic imaging apparatus
according to claim 1, wherein the display processing
device includes: a luminance correction circuit (35)
for correcting luminance of three-dimensional imag-
ing data by multiplying a correction function in an (X,
Y) plane direction which is set so as to flatten the
imaging intensity distribution of the surface of the
object to be inspected of the three-dimensional im-
aging data taken from the signal processing portion,
to the value of the three-dimensional imaging data;
and a display portion (38) for displaying the corrected
result including the three-dimensional image whose
luminance is corrected by the luminance correction
circuit.

3. The three-dimensional ultrasonic imaging apparatus
according to claim 1 or claim 2, wherein the display
processing device includes an arithmetic determina-
tion circuit (36) for generating a sliced image sliced
in a plane direction of the three-dimensional imaging
data corresponding to the mesh elements in the
three-dimensional imaging region of the object to be
inspected, as a sliced image, calculating the number
of imaging mesh elements having intensity equal to
or greater than a set value of each sliced image, and
performing abnormal determination of the object to
be inspected from the positions and the areas or the
volumes of abnormal portions such as defects so as
to display the determined result on the display
processing device.

4. The three-dimensional ultrasonic imaging apparatus
according to any one of claims 1 to 3, wherein the
display processing device includes a difference de-
termining circuit (37) for comparing the three-dimen-
sional imaging data corresponding to the mesh ele-
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ments in the three-dimensional imaging region of the
object to be inspected with reference imaging data
obtained from three-dimensional imaging data of a
normal work-piece in advance and for performing
abnormal determination from the number and the
area or the volume of imaging mesh elements having
a luminance value equal to or greater than a set value
obtained the differencing processing, and the deter-
mined result is displayed on the display processing
device.

Patentansprüche

1. Dreidimensionale Ultraschallbildgebungsvorrich-
tung (10), aufweisend:

einen Ultraschallwandler (11), in dem eine Viel-
zahl piezoelektrischer Schwingungselemente
(22) in einer Matrix oder einem Array angeordnet
sind;
einen Antriebselement-Auswahlabschnitt (13),
der an die piezoelektrischen Schwingungsele-
mente angeschlossen ist und eingerichtet ist,
aus der Vielzahl der piezoelektrischen Schwin-
gungselemente ein piezoelektrisches Schwin-
gungselement auszuwählen, um eine Ultra-
schallwelle aus dem Ultraschallwandler zu emit-
tieren;
eine Signaldetektionsschaltung (16), die einge-
richtet ist, Ultraschallwellen, die von dem piezo-
elektrischen Schwingungselement emittiert
werden, das von dem Antriebselement-Aus-
wahlabschnitt ausgewählt wurde, zu veranlas-
sen, in ein Objekt, das inspiziert werden soll,
über ein akustisches Wellenausbreitungsmedi-
um einzudringen, um ein von dem zu inspizie-
renden Objekt reflektiertes Echo zu empfangen
und dadurch ein elektrisches Signal entspre-
chend dem reflektierten Echo zu detektieren,
einen Signalverarbeitungsabschnitt (17), der
eingerichtet ist, dreidimensionale Bildgebungs-
daten zu erzeugen, indem das elektrische Sig-
nal entsprechend dem detektierten Reflexions-
echo einer parallelen arithmetischen Verarbei-
tung unterzogen wird, und dabei ein Inneres des
zu inspizierenden Objekts veranlasst wird, Git-
terelementen in einem dreidimensionalen Bild-
gebungsbereich zu entsprechen, welcher zuvor
unterteilt wurde; und
eine Anzeige-Verarbeitungsvorrichtung (18),
die eingerichtet ist, die dreidimensionalen Bild-
gebungsdaten aus dem Signalverarbeitungsab-
schnitt zu empfangen, um eine Bildleuchtdich-
teverteilung der dreidimensionalen Bildge-
bungsdaten zu korrigieren, um eine Bildge-
bungsintensitätsverteilung in einer Ebenenrich-
tung einer Oberfläche des zu inspizierenden

Objekts zu glätten und dann ein korrigiertes Er-
gebnis anzuzeigen,
dadurch gekennzeichnet, dass die Anzeige-
Verarbeitungsvorrichtung ferner eine Glät-
tungsfunktion zum Korrigieren der Bildleucht-
dichteverteilung der dreidimensionalen Bildge-
bungsdaten aufweist, um Schwankungen der
Bildleuchtdichteverteilung zu beseitigen, wobei
solche Schwankungen verursachen, dass ein
Oberflächenbild der dreidimensionalen Bildge-
bungsdaten in der Mitte stark und an seinen
Rändern schwach ist, und wobei solche
Schwankungen durch eine Unebenheit der Be-
strahlung der Ultraschallwelle verursacht wer-
den.

2. Dreidimensionale Ultraschallbildgebungsvorrich-
tung nach Anspruch 1, wobei die Anzeigeverarbei-
tungseinheit aufweist:
eine Leuchtdichte-Korrekturschaltung (35) zur Kor-
rektur der Leuchtdichte der dreidimensionalen Bild-
gebungsdaten durch Multiplizieren einer Korrektur-
funktion mit dem Wert der dreidimensionalen Bild-
gebungsdaten in einer (X, Y)-Ebenenrichtung, wel-
che derart eingestellt ist, um die Bildgebungsinten-
sitätsverteilung der Oberfläche des zu inspizieren-
den Objekts der dreidimensionalen Bildgebungsda-
ten, die dem Signalverarbeitungsabschnitt entnom-
men werden, zu glätten; und einen Anzeigeabschnitt
(38), um das korrigierte Ergebnis einschließlich des
dreidimensionalen Bilds anzuzeigen, dessen
Leuchtdichte von der Leuchtdichtekorrekturschal-
tung korrigiert wurde.

3. Dreidimensionale Ultraschallbildgebungsvorrich-
tung nach Anspruch 1 oder Anspruch 2, wobei die
Anzeigeverarbeitungseinheit eine Arithmetik-Be-
stimmungsschaltung (36) zur Erzeugung eines
Schnittbilds, das in einer Ebenenrichtung der dreidi-
mensionalen Bildgebungsdaten, die den Gitterele-
menten in dem dreidimensionalen Bildgebungsbe-
reich des zu inspizierenden Objekts entsprechen,
als Schnittbild geschnitten ist, zum Berechnen der
Anzahl von Bildgebungsgitterelementen, die eine In-
tensität größer gleich einem festgelegten Wert für
jedes Schnittbild haben, und zum Durchführen einer
Anomalie-Bestimmung des zu inspizierenden Ob-
jekts aus den Positionen und den Flächen oder den
Volumina der abnormen Abschnitte wie etwa Defek-
ten aufweist, um das bestimmte Ergebnis auf der
Anzeige-Verarbeitungsvorrichtung anzuzeigen.

4. Dreidimensionale Ultraschallbildgebungsvorrich-
tung nach einem der Ansprüche 1 bis 3, wobei die
Anzeige-Verarbeitungsvorrichtung eine Differenz-
Bestimmungsschaltung (37) zum Vergleichen der
dreidimensionalen Bildgebungsdaten entsprechend
den Gitterelementen in dem dreidimensionalen Bild-

21 22 



EP 1 757 928 B1

13

5

10

15

20

25

30

35

40

45

50

55

gebungsbereich des zu inspizierenden Objekts mit
Referenzbildgebungsdaten, die vorab aus den drei-
dimensionalen Bildgebungsdaten eines normalen
Werkstücks erlangt wurden, und zum Durchführen
einer Anomalie-Bestimmung aus der Anzahl und der
Fläche oder dem Volumen von Bildgebungsgittere-
lementen, die einen Leuchtdichtewert größer gleich
einem festgelegten Wert haben, der bei der Diffe-
renzierungsverarbeitung erhalten wurde, aufweist,
und das bestimmte Ergebnis an der Anzeige-Verar-
beitungsvorrichtung angezeigt wird.

Revendications

1. Appareil d’imagerie ultrasonore tridimensionnelle
(10), comprenant :

un transducteur ultrasonore (11) dans lequel
une pluralité de vibrateurs piézoélectriques (22)
sont disposés dans une matrice ou un réseau ;
une partie de sélection d’élément de commande
(13) connectée aux vibrateurs piézoélectriques
et configurée pour sélectionner un vibrateur pié-
zoélectrique afin d’émettre une onde ultrasono-
re depuis le transducteur ultrasonore parmi la
pluralité des vibrateurs piézoélectriques ;
un circuit de détection de signal (16) configuré
pour amener des ondes ultrasonores émises
par le vibrateur piézoélectrique sélectionné par
la partie de sélection d’élément de commande
à pénétrer dans un objet à inspecter via un sup-
port de propagation d’onde acoustique, pour re-
cevoir un écho réfléchi par l’objet à inspecter et
ainsi pour détecter un signal électrique corres-
pondant à l’écho réfléchi ;
une partie de traitement de signal (17) configu-
rée pour générer des données d’imagerie tridi-
mensionnelle en soumettant le signal électrique
correspondant à l’écho réfléchi détecté à un trai-
tement arithmétique parallèle tout en amenant
un intérieur de l’objet à inspecter à correspondre
à des éléments maillés dans une région d’ima-
gerie tridimensionnelle séparée à l’avance ; et
un dispositif de traitement d’affichage (18) con-
figuré pour recevoir les données d’imagerie tri-
dimensionnelle à partir de la partie de traitement
de signal, pour corriger une distribution de lumi-
nance d’image des données d’imagerie tridi-
mensionnelle de manière à aplatir une distribu-
tion d’intensité d’imagerie dans une direction de
plan d’une surface de l’objet à inspecter et en-
suite pour afficher un résultat corrigé,
caractérisé en ce que le dispositif de traitement
d’affichage présente également une fonction
d’aplatissement consistant à corriger la distribu-
tion de luminance d’image des données d’ima-
gerie tridimensionnelle de manière à éliminer

des variations de la distribution de luminance
d’image, de telles variations amenant une image
de surface des données d’imagerie tridimen-
sionnelle à être forte en son centre et faible en
sa périphérie, et de telles variations étant pro-
voquées par une irrégularité d’irradiation de l’on-
de ultrasonore.

2. Appareil d’imagerie ultrasonore tridimensionnelle
selon la revendication 1, dans lequel le dispositif de
traitement d’affichage inclut : un circuit de correction
de luminance (35) pour corriger une luminance de
données d’imagerie tridimensionnelle en multipliant
une fonction de correction dans une direction de plan
(X, Y) qui est définie de manière à aplatir la distribu-
tion d’intensité d’imagerie de la surface de l’objet à
inspecter des données d’imagerie tridimensionnelle
prises de la partie de traitement de signal, par la
valeur des données d’imagerie tridimensionnelle ; et
une partie d’affichage (38) pour afficher le résultat
corrigé incluant l’image tridimensionnelle dont la lu-
minance est corrigée par le circuit de correction de
luminance.

3. Appareil d’imagerie ultrasonore tridimensionnelle
selon la revendication 1 ou la revendication 2, dans
lequel le dispositif de traitement d’affichage inclut un
circuit de détermination arithmétique (36) pour gé-
nérer une image tranchée tranchée dans une direc-
tion de plan des données d’imagerie tridimension-
nelle correspondant aux éléments maillés dans la
région d’imagerie tridimensionnelle de l’objet à ins-
pecter, comme une image tranchée, calculer le nom-
bre d’éléments maillés d’imagerie présentant une in-
tensité égale ou supérieure à une valeur définie de
chaque image tranchée, et effectuer une détermina-
tion d’anomalie de l’objet à inspecter depuis les po-
sitions et les zones ou les volumes de parties anor-
males telles que des défauts de manière à afficher
le résultat déterminé sur le dispositif de traitement
d’affichage.

4. Appareil d’imagerie ultrasonore tridimensionnelle se-
lon l’une quelconque des revendications 1 à 3, dans
lequel le dispositif de traitement d’affichage inclut un
circuit de détermination de différence (37) pour com-
parer les données d’imagerie tridimensionnelle cor-
respondant aux éléments maillés dans la région
d’imagerie tridimensionnelle de l’objet à inspecter
avec des données d’imagerie de référence obtenues
à partir de données d’imagerie tridimensionnelle
d’une pièce normale à l’avance et pour effectuer une
détermination d’anomalie à partir du nombre et de la
zone ou du volume d’éléments maillés d’imagerie
présentant une valeur de luminance égale ou supé-
rieure à une valeur définie obtenue par le traitement
de différenciation, et le résultat déterminé est affiché
sur le dispositif de traitement d’affichage.
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