Detection of Defects In C/C Composites Using Infrared Thermography
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INTRODUCTION
The objective of this study is the use of NDE to determine subsurface Experimental Setup
defects in C/C composite disk brakes. With the use of existing NDE
methods the equipment is expensive; this project deals with the
ability to use thermography method but with less expensive
equipment. The following main objectives of this work include;
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