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Fig. 1 Weld surface defect detection device and block
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Fig. 4 Rationale of gaussian filter for weld scanning
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Fig. 5 Physical photo of weld pit defect
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Fig. 7 Original 3D reconstruction of the pit defect
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Fig. 8 3D reconstruction image after pit defect proc-
essing
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Fig. 9 Undercut defect physical map of weld
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Fig. 10 Two-dimensional contour and three-dimensional
reconstruction picture of weld with undercut
defect. (a) two-dimensional contour of weld with
undercut defect; (b) three-dimensional recons-
truction picture of weld with undercut defect
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