An Integrated Approach to Weld Root Erosion
and Corrosion from Sonomatic

TOFD is an ultrasonic technique originally developed for crack detection. Unlike conventional Pulse
Echo, the transmitter receiver in arrangement in TOFD floods the region between the probes with
ultrasound. Crack tips are identified by diffraction but it is also very effective for the detection and
sizing of Weld Root Erosion or Corrosion (WRE or WRC).
The nature of the reflection of the ultrasound from eroded/corroded areas in the TOFD pitch-catch
arrangement makes it ideal for the detection of Weld Root Erosion/Corrosion. This approach has a
proven track record as an accurate method for the detection and monitoring of corrosion and erosion
damage in the weld and heat affected zones.
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Sonomatic has offices in strategic global locations so we can respond quickly to customers’ requirements wherever
they may be situated. Our high quality products are matched only by our customer service. In addition to our field
services, we offer training and consultancy at our sites in the UK or at clients’ premises anywhere in the world.
Sonomatic is committed to improving asset performance through applied and innovative technology; to delivering
these benefits to our customers in the products and services that we provide; and to working with our customers, as
value-added partners, to realise the maximum benefits of inspection technology.
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QA and HS&E
It is Sonomatic’s ongoing commitment to supply services and products, through the application of
technical and engineering excellence, which complement both the customer’s and our own QA and HS&E
requirements.
Sonomatic’s commitment to quality is maintained through continuous assessment and review of our
Quality Management Systems to BS EN ISO 9001:2008. Sonomatic actively promotes the development,
implementation and improvement of our QMS as a part of our ongoing drive to enhance customer
satisfaction by meeting or exceeding customer requirements. In 2009 Sonomatic achieved UKAS
accreditation as an Inspection Body to BS EN ISO/IEC 17020 (UKAS IB4276).

