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Welding Quality Evaluation on the LASER Welding Parts of the Spacer Grid
Assembly for PWR Fuel Assembly
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ABSTRACT : The fuel assemblies as the nuclear fuel for the pressurized water reactor(PWR)
are loaded in the reactor core throughout the residence time of three to five years. The spacer
grid assembly, which is an interconnected array of slotted grid straps and is welded at the
intersections to form an egg crate structure, is one of the main structural components of the fuel
assembly. The spacer grid assembly is structurally required to have enough buckling strength
under various kinds of lateral load acting on the fuel assembly so as to keep the fuel assembly

straight.

To meet the requirement, integrity on the spacer grid welding parts should be carefully

checked. In this study, welding quality of the spacer grid assembly welded by several welding

companies are examined and compared.
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Fig. 1 Fuel assembly for Westinghouse-type plant.
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Fig. 2 Spacer grid assembly

AAAAE Fig 1914 Bxo dREE A
& 72E2A AABEC wAdE WA
4-seg $9%n UrkFig 28=2). 237 3

%o AAZ Inconelo] AHEE W) ARH Ao
o] Aol Brazingg A3 AT o} Zed
v F4A AL FAHAA FE$ Zircaloy Al
42 e FAwo] dE AMSEe wet A%
£4e) TG &3, AAH 44, delA ¥ &4
59 EF&HY ARHI A §FHFHAC
W AE 2 AAzE? 2hrddd ya o
AAY, £4% ZF/3a9d A uAzFHAHAL
HAANEE B#HAL TS AlY3ty SHAAA
R E Hrlgich

AAAZAA £HLe =AM d5FE AAZ}
E d8% AXgYyg #FHo| oy 53] AAA
9o FRA=(AWFE dFdAM AAAY FH=E
2 FAZT)Y A JdB=o] dut. KAERI
AMEe 2T AEd AANFA A|HY L3S
TUYLA Aol 9Fde &3S Y3 g
SHFAY Bl AAHA FSoz ¢y
2ol FUPA BE EMHT A7) F GA
Mg &HEHE ulndy] gl T Col
A AR 8 AANARA AW §HEFATS
v w3l SHEAL £HEY gFHHAN0
v ALZ), SERZAZHAHSH AbR]) 2 EHF
o] AR EE vad AT

22. 8-¥ol vl

ZUGA A, B, CollA] AAFAA LASEREH
o A+23t 24 e E ulmst Ro] Table 1
o Ueht th Table 1014 BE FUgA] A9
SRzl FHEA B R Co &H=A =3
ot AL & & Qo

Table 1. Comparison of welding parameter
Welder

Parameter A B C
£HAY W) 75 |198.2| 430~435
oy =] (]) 15 | 24.7 | 25.29~25.59
Pulse width (ms)| 3.0 8 8.0
Shot count N/A| 8 7~8
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Fig. 5 Welding bead C
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