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Development of Remote Resistance Welding Equipment for Nuclear
Fuel Multi-pin Fabrication

Jin-Hyun Koh and Soo-Sung Kim
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Fig. 1 (a) Puel bundle and (b} schematic joint of
end plate welding.
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(a) Schematic drawing, (b) Picture
Fig. 2 Multi-pin welder for hot cell operation

438

A olF, B FEH A € Ad3ld £35S v
% de|d e A¢edAl BEIAY 2 S48 AL
7} A€t AN RW $40l552] A%e 8
THE A 1A9 $RARE BEslojor o, Ag
A S49 A 257} 887w (98HE: 12Nm, W
5 9Nm)E EA17)5, sk dRE £40l8% e
EAJET} 95% ol A EE wEA Ak g w
3 24 A L AFeE 230 43 PM(Process
Monitoring) AlH9] 7ol eJ3] Fétal o] & A4 ¢
2 ZAAH PM AlHd s d8319t. ae8la std
LHZA7IE o] &g SHAEL dule Jujddsy
FHF FFE IPA S350 AMREHE e FE3)
o] AP2AL AP Fig. 3& 434101 F 3904
AFo & s 9 3o EaxE yela o
q471M AR F7HEe Wk EFA= AR F
7V AFS Yz, EIXr} e 38 A¢
A 7R AFe] B Az FHYY. Fig. 4
BHAIE 39X 4T o & YgE 2 o3
Hol ExxE Jebd Ao 2 12 NmolA 14 Nm Alo]
A A2 Y-S HaF7 9tk Fig. 5= 284}
olEd gy 2 ogEe] AR EAXE Yl Ao

161 —<— Inner Rod
—O— Inner Rod
—&— Outer Rod
—@— Outer Rod

Torque (Nm)
i\\N‘N
o

8 I I L ! I I L
3800 3900 4000 4100 4200 4300 4400

Current (A)

Fig. 3 Current vs. torque
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Fig. 4 Pressure vs. torque
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Fig. 7 No. of weld specimen vs. torque

< 4 $FAEE FYP3H. Fig. 6= A2ZR0|4
B AE9E o83 2 AF 2 3 AF Fulo &3
& 247 RFn glon, o714 golAE 800WH
H2% Nd:YAG #HeolA<t 800m +73EY FQSI EY
o] FAFE AsEY EF ANEFBol4 FHFTY

>m1

(e

o ARe EANEom HrH,
DV e E2ABe 2F $HARE 183
B YRS 202 uEY S A8 4 63
29 HEY ol ool 43 MEY ZAES 77

) uss augen Heud FaAAT, dolA
1§30 B9 FPe) UiE FEAY 297} Fig. 7ol
deht gled, o 238 FPATE /129 AYE
AolMe] ol 68 31§84 (9~12 Nm) 2} 2o,

32 B

1) HE) A2 JPA A2 A2y 2us 3g
Aigatel &3Wte2E RW, GTAW, LBW %
EBW 0] A48 4 glov Ze 1A ¥9 3
stute] AR B u 24 EFFo] &3 RW HH
ol 71§ el Aoz Hddn

2) 2EW PP AZE A BT AN 494

< AP Het] RW 3 2% LBW 433 4=
& FYRAAY. Aa2dzel4 TR F=AE
A% RWe| A5e s8IAAET E3tort LBWS]
B9e AR Wit o|RAL LBW A84 BT
7] FAF 12n YRS VIR Ao
itasziz g
#ongd
1. 3% 9 DUPIC ddsAlz 3 F7emd, KAERY
RR-2022/99, 2000. 5
439



4 23E-dFA

2. N33 9, €423 dds I3 7y, KAERY Manual’, KNFC Equipment Data Book,1995. 4
RR-588/86, 1986. 7 4. 179 ¢, ‘552 d938 Pl ARIAEHE 9
3. GE Canada Nuclear Products, ‘Bundle Assembly Welder L3 g3, A7d A2%, 1989.6, 60

- 19521441 ; -+ 195494
- GEVIe TR S AaA] 23t T s FEZAAHATL AR

R L FREEEA T .883E 2 GoHed A
m * e-mail : jhkoh@kut.ac.kr * e-mail : sskim7@kaeri.re.kr

440 Journal of KWS, Vol. 24, No. 6, December, 2006



