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Hot cello]le] 4 A2 ¥ 44714 A%e Aoz slag £uas A4 gy 3
4% 240 o8 24, EAsgch A48 S£HAS Upset buttd 344, GTAW, LBWo]3)
o 2t gl G Z1AH ARel aletA T3 £33} ohd A% BT dRY BIE
Ao FALAE Edelen, £ Y4 Z vAAE A6 gl 93357t GTAW,
Upset buttx3-8-3, LBWS] o2 A vebdo x, vlAzAANez = A FA- 2349
martensitic ¢’¢} Widmanstattenz% o] &=} gt melA] Upset butt 3874, GTAW,
LBW WAlE A83) Zr4 dds B3 F44e 7532w, Hot cell A48 1284 LBW
Ao HAsech
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F42 A4z Zrd FEDe Boepl $4L ddr YA 299 B BN @
92 %2 U0 2AAE FYR F, XL ALY FAPAE o)z WA
doz AR XA AEGEAe] $53 AARNE F28 LB ARSI

rﬂraw A2 $48 A%e Aot LReTe SUNES e 559 £HE
A3 A% FAB 879 o FA8AesE 44T AARE 2 HAA=0)
8@t Aokstel, AAHoz 449 P97 Hx IR® $ARGY Fokelsl, Her}
2 &) glojof ¥e2].

ol gt £A%e] 234 wFe] ddz Bokul L4 da] B 977 $3y=HY
o d[23], AF7A LAFH & LW ZE GTAW(Gas Tungsten Arc Welding),
EBW(Electron Beam Welding), LBW(Laser Beam Welding), RW(Resistance Welding) %
ol et A Fz dAdr F ZFEAEAME S3F AT HAAEE 8 E)
Upset butt 4583 #4o2 2882 332 ook el Hot celld o] W4
3 UAY Tl AAAFNTE Aed AYA FE 2HARE SAL AL
SHY e 2 B4 2 AEEoier & Roleh.

2 oﬂ%onm o]s}zto] Hot celloAle] €44 AAZ & 437149 ALe Sxo
2 Upset butt A344, GTAW, LBW u}29) A4 71aA3 e 48] w4, o
23 7 Sl wE £%e) BAE 24}, ¥4 Bk
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2. A3y
21 AHEY

Al A48 AEe JZ7HFF stressrelief annealing H2]¥ 3] B(tube)3t full
annealing H2]¥ ¥(bar)> 2 Zre] Sn, Fe, Cr, ¥ Y2E°] 2% /1Y Zircaloy4 ¥
Folth. 1 A ¥ e 29 134
22 $AHel5 AA

7t A wE $A40ls AAE ¥ 13 Zo] st Upset butt 383
A4 Agstzal sl AL4HES A3 AFA] O, 7 S SHARFE &
olu] WAEE HAE SHEYLLE o) 437] oo 2 SHolSF A $HEAR
3} A= vf$ Fos 23 1 (@)olA] BRe] FTUIF HEE 3 Fdebel EF
(leg)e o] Eciviel HEBFe] A AP (=2 QY de EFFE 2ANeH, ¥
Gutsfel E(groove)E F2.2M upset butt §AeA FaHor Ayl &3 AH(weld
flash) & HEF ¢ A=F Hoh 223 A{F E9& 1207 2 7hgste olf€ ¥4
A&7 F4FT 2dL 9% Aol

a3 1 by &% £34u2e GTAW, LBWE 28359 o|FAHAZE 2 714 #H
o] Bdvpl F, "A'typed B2UHR S¥el 444 RUE IHIH Fo2H L£AHA &
g0l @& A8 4L v Fzal Hoo, "B-typed] Fe 4wt £5EH A}
45 A¥AQ plug e B-dut/l HAE AR
23 £x37x 2 uhy

Upset butt 3442 ¢34+ Multicycle Resistance Welder7} AS-=gict & &
H)& 100KVA, 48] 43 UE AH4-38l3, Weltronic C-300¢) 2J3F =E $-Fsequence
7} AEo g AojEn], £5A] A-Fchamber W4l Hes}~ purging systemel]l &% Her}
2 81710l SAe] HaAch SHHEFENE SAVIEI LHYES HEAA &
AzAe 2 2448 FAY € v Agez 1 EAE Hrskdch

GTAWE ¢34 & 5 SiemensAle] Arc Welder2+ DCSP(Direct Current Straight
Polarity) Arc 2AutAleln], AF 2 A|7te] programming=e] ¢le] Arc®] Upslope,
Weld, Downslope, 52| ¥<5o] 2% ZAHATH £4046 B2l E o &3] Absls)
AT E2li, £4Hchamber & AT 22 & t}§ thA Herl2E F314]174 Hert
2 E7 A ArcE: BAAA S50 SRR AHY AL 43AY
< W3AA o L34 E Akl

LBWE $]3] Nd:YAG(Yttrium Aluminum Garnet) #]o}#] £HAx|7} 2145} H
23 Nd:YAG #o)x £4-& FE(key hole)d A ste 13 CW CO, do|A- 4A 3
' 2] Adagddi dAxd g3 giste wHoz w3 846 Rel AH4™c) &
Qub & GTAWSE Fdsld, #Heolx 23 U A9 ALTE HAFHEA 1 £3A
£ A Bt}
24 A4 Hot
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SAHz7Y Wt o E £33 vin HrEE 8] B Al¥(peel test), A AF
(tensile test), T}od AJ3(burst test), F4E A A3 (metallography) Fo] 38} c}.

AAAH ol A= MTS QlAAE 771 A} &=glon, 223 £x= 05 mm/mini
shere] ol @b sich ARV ARRE TR WelFez DA o
AAPANM e HAEF HEE 023 MPa/sec 59 9422 7Itste] AJHE s A ge
o, 7 HRRE FAAA} dnAoz BH3she

SAH AN AREE 8] 98] 500gr s+%el4 2 knoop ®lAlZ xS}t 100gr 35
o /18] micro-vickersZ =& 43X AW 7} 9o ) &4 FAANA mAbA] A%
Hew amsiech

ol 22 fAE Asirs SHAEE HDE] Add obd, grindind, polishing,
etchingdled F&&vI4 oz astgict

3. 4% ¢ 23
3.1 Upset butt Z] 8-

FAYLE 20%e14 75%77 ASATRY SANLe] HE SHAF L Dol o
g AslaTh SUULe] STl Dok BHAFE Eoom, RelBABE e

th ol FHEE AFE 38~-10KAZ o, Holztaske 500~1050pm $ivh 18w &
dddel o8 $4Y AR Jdw Folel o=l Frbeld, 60%oldelAE 1 #Hx)
T 20mo) 2 A fA=H dAE SHZ AL BAF}
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% 7 o A& microvoid coalescence?) ,_/‘5‘3}.\4 AEL wo] =gk
a8 2 (@) JEHF 60% A5 PlAEAANEYE ARz F-grainFe)| parallel a-
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A7Fgo] e =EH, "B"9] A SAWe] flatsle] A} "B'-typed] o)-&vi AAr} wl
SRk AR s} Ale e FAE wolx gkosd, £3 beadFE
Arc AF Z7}ldl gl Zrtslgct. o8 49 o) A 23 @El}f’r_xi B -grain*l ¢l needle-



like martensitic ¢’9t Widmanstattenz%]¢] EE A X4Eh 19 4= LBWS 1|
2 SR vAFE EXolrt 2 BEe] G9gRr) A, £H/AE MFe
2 %3 mm7HA] £ A% FE BoFEt
3.3. LBW
AFEH HE 44 bead¥ul= 2y 59 Zor, YFEHe] ¥ £o7 bead 2

Fol T2 won, H4gxe] A B ge] Fo} aelx Herlx9 flow rates}s T
314 penetration depth 2 bead Zo] AP L ¢ 4 U} A9 AL Ee) wje}
A 3 A& F7)o] ule} penetration depth®} bead Zo] A4S o F ‘il‘j{il:} s |
474 peak power ZF7}tol wlE}rl= penetration depth®} bead ZFo] F7}gr}. o
& AL 44 9T Sl GE LAY Z7]9 FUle dAste 4ol '9‘7‘3/‘]
ulse frequency %7}l o}elr & penetration depthe} bead Zo] 7FA4sle HAFS
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1. P. T. Truant, "CANDU Fuel Performance : Power Reactor Experience"
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