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A Development of Automatic Autogenous Welding Process for ICI Tubes

94, 33

TASEUF) 24/8871¢d+8, 3¢ 34

1.4 &

¥ EFEY €4 LdAdA9 949 ICI(In-core Instruments) ATAE A2y €A 9 7
e T3 2HJdH 2 AA2A 134 FYAF dGAAE gy AT AiEo|s o
oA Axdo. HAZIE 2500Psiast 650°FS €A ZA3ANA AFAFo Ay Fig.13 o] ICI &
2718 4A2 WR7ZEA dlisty] 998 7tol=E R B (Guide Tube)t FE718& nAs:= A 894
(Seal Housing)el A3 o] 4 E|o}E(Seal Table)o] ZHE}. %7] A A9 sloj= Exel A &
T3 8HL AT &HY FRA8Y NH "Wy F£F TIG $A o2 AFHX 5 Hx7 guwd
Fedle FEIL HXujdo] Pada £4A1 Ao ojPdn AYPFe Aoz ETAEA u
Aol e BFEHLE AAY B715se2 oo fd wete] @ FE T

2 AT E7HAE AHEEIR] €& AF Orbital TIG £471' o2 o]g3 ICI R &£ o) &3}
22 Mock-upAl@E F3l 71&9 SHNHNRE AFsT JH A5 §HIAL &9, 43w
of Al 4zE wHxo Y wezdd] A4y

2. 48wy
Table 2= Mock-up 23 A& A9 AM%E BASAY AAAE A AER A3
SA240-TP316 ¥ SA479-TP316 2HIQa 2o Fr zAAE 18 2ury] A Butt Joint) el
7HEst At EA EHE ol 22(AnNY PE(He)e &3 AQ7l2(Shielding Gas)E& ZF3ty Bx
e oF o2& 28 F48y £853459 A3E AR AT £33 A golEL AH A zHs)
o ICI 72 YA £33 298 olE(Weld Operator)®] 247 % Orbital TIG FX e £H8=
HAFHE FU3AT. SP¥STE 98 HYE Fote P92 AAYT SHAFE U2 (Pulse) 8

H= A4, Al Alo](Sequence Control) FEie] €3 Zzadg dYsignt. ¢48%E 93, &
d, GARA ANder 5E4L FrEAn v AFPT & RS2 9 - U8 A-YL F83

o},

3. 48474 ¢ n&
31 A% 23834 &4

Table 4= Mock-up 23S F3 A9 HHY &4 2728 Yy €4 2QQE9 B2E
A (Root Gap)< 1ov EHIA=E SHAM9 Astol nAANINZZ 71 (Tack Weld)e st
4= FRAF FE YR b2 HAPurging)S A A 839 ATFNA g3 stsd B4 A
AZE Toolo] AHEEHAT SHZF YL 712 Prepurge—olARA->EHA R L HE R >0l 2R -
Postpurge T2 2 A& AYEo] d4 &3 29#dolHe 4= AY 489 F85H =Y}
dEAA7 Fed 2= AFE AHgslzz ¥d 9 odu=y nEEA FAEYT Ydge
12KJ/cmZA 428 PSA #AREQ 236K]J/cmol F83] 9+Z2HE 2AL X390 g2 0z
I BAY AL o3 Fe] A JdBHEER 16mm 2 HRE @A HAASY ofa YEPL =
HEZS Sola §9& Z3 Az 529 B gxe #AMNA Imm =4 ¥AFA,

3.2 84u= g

A& Orbital TIG 48N YA A{FE A7 9488582 A2 AFE 489 2
Fo] $IHE FHAo] BEHDZ £§29 ZPUY IAE AFAFRD 530 L7148 A
3tA we 544G 83F TWUL 0.04~007mme Concavity @4o] dutzoz ey &£42
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XA Concavity HAL 23] EHOZRE ¢ 2% Axoln A F7 345mmEBtt Z4aE glon
L3l ojAn=e] FAPoz EHR FAZ BARY 015~0.25mm F7HE 3.6~3.7mmE e
o]AL FE £HY YEAd FoAT BAHE oz FH £ U9 ¥H @2 2z &%
o T2 U TS T 99E wAHoR £4 e Aol Hl=EAPS WAEa FLE
HE=g84S FA34.
* 8§ Concavityd] thgt &3 Code
~ ASME VIII, UW-35 Finished Longitudinal And Circumferential Joint
AR FA ZAE 079mme @A FAY BEFA 10%RT FE A
- AWS Code - Welding Structure 3.6.3(Steel)
PR AL 079mm T FEFFAL 6% Bt ZE A,

3.3 3% Nd A3

(1) QZA¥(Tension Test) : £F7F YFAHL FE AHE Zo| 200mmzZ HWsz Full
Section®.® A @stsitt. FFF oM Seko] dojn AFFEE 571~586MPazA FH 2A 3
T 517TMPa%] Z=ru $-537 Jekt.

(2) 232 ¥Bend Teat) : TIAANAHY FL& BB A 1/482 7}F8t2 Face Bend 2719 Root
Bend 271 A1 35925 No Open Defect2 A €Y AAdAo &A9YY.

(3) YAFEA Al¥g(Intergranular Corrosion Teat) : YA F 2] AL o 2gHUoleaA AHAH 2T
o] dARg FABE0~950T)ANA FAILY 22" FE AN AEEFE(CraCelo] MEHo A
3479 (Intergranulaur Corrosion Cracking) 5o @A EZ ol ge BFA AFS 2xoz
ASTM A262-939] Practice-A(SH2F 2 A1)l Practice-E(3FAH-3445 £ 22 &)ol) o2} A A8}
%At Practice-AA @27 200012 g ¥4H &L Dual Structure®t FAMHA SR HY 3,
Practice-E Al gol A= 1001 &2 FIAEHY FYPAL B Fslgo) #do} 4859 AL w
A=A &kt

4.3 &

A2 ALY AFEZIAS IC] F2 258484 288 A5 Orbital TIG SH LA L P28
FYFY AgRAc) BE AP YT AP $RFA) EAYE M 43 TIG £
YT wEste] o FUSD A FAS $uY & YA 53 SAE g 2L
AASY FUFAL 22AA AQVYo| A5FoR Tl FAYHY FoolE e AR
2191ek.

S 9" BHE B5FAe] oY AF SHWA] AFHow sYYor ¥F N =
LA FA Robol Bus A" Rew slgdrt

s
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Tablel. Comparison of characteristics Between Square Butt and V-groove Weld Joint

FE

Hf A,

[
EEE7A

£HZAE

2o 7] 2 (Sthare Butt)

w8 L3V Groove)

L7 A Non-filler A& Filler Wire A}&
o e 1 Pass / 1 Layer 1~2 Pass / Layer
2H=zA A JdgAo] 8 F HL Ao o)
|30y 25 A (Orbital TIG Welding) T35 %42 (GTAW)
Table2. Specifications of Mock-up Test Material
T A - ALk FHEA)
Seal Table SA240-TP304 Thickness 12.7mm 1
Seal Housing SA479-TP316 Thickness 3.4mm 45
Guide Tube SA240-TP316 0D26.67mm x 345T 45
Table3. Welding conditions for Experiment
4 AH(A) A EHESE | "HaAZ | BEMA | YRS
AFEON (em/s) (sec) (kg/cm®) | (kg/em®)
Bl Square High : 75~95 | 2G 5~6 High : 0.7 | Ar + He
Butt Low : 35~40 Low : 0.7 (10~13) (4~6)
Incore Instrument
An-Union

Assembly
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Nut
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Boundary

{(Welding)
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Fig. 1 Configuration of ICI Assembly

[unit : mm]

Fig. 2. The Conditions of Welding
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Joint and Tungsten Setting

26.67

19.812 ‘

Stopper

7t FF &8

* : Counterboring Z ©|

Fig. 3. Special Designed Tool to Purge the Inside of ICI Tubes

Photo. 1. Field Welding Photo. 2. Mock-up Test

Photo. 4. Macro Structure
Photo. 3. Welded Tube Specimens (x 10.24)

— 29—~



