Zircaloy-49] PAWIA H37}29 Q%9 4o Uigd A7
A Study on Effects of Shielding and Plasma Gases and Heat Input on the Zircaloy-4
by Flasma Arc Welding
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. Fig. 3& R37t2 §%3 =53 2ZA Alo] Al AF 2WEQ Z(electrode standoff)
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Fig. 1 Weld bead width of Zr-4 with plasma arc welding as a function of shielding gas flow rate
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Fig. 2 Effect of shielding gas on the HAZ width of Zr-4 welds with plasma arc welding
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Fig. 3 Voltage change in Zr-4 welds with plasma arc welding as a function of electrode standoff distance
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Fig. 4 A typical hardness profile of plasma arc welded Zr-4 specimen to determine the width of HAZ
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