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Fabrication of Remote Welding System for
Multi-Pin Nuclear Fuels
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SUMMARY

Remote welding system for endplate welding of multi—pin nuclear fuels was
designed, fabricated. Welding specimens were fabricated for the performance
test of remote welding system by resistance welding method. The torque of
welding between endplug and endplate of welding specimens was measured,
and analyzed on current, pressure of main electrode, pressure of branch
electrode and time. It was confirmed that the torque between inner
endplug—-endplate and outer endplug-endplate can be controlled by welding
factors. The torque of welding specimens was available for connection of
requirement between endplug and endplate. Welding condition of welding
specimens is current 4000A, pressure 4 bar of main electrode, pressure 2.5bar
of branch electrode and time 2 cycles. Metallographic examination on
weldment between endplug and endplate was performed and continuity of
welding line, integrity of weldability were investigated. Upper jig and lower
jig for 7 pin nuclear fuels and 3 pin nuclear fuels were fabricated. The
welding of upper endplate and lower endplate of 7 pin nuclear fuels and 3 pin
nuclear fuels was carried out. It was confirmed that endplate welding of

multi—pin nuclear fuels can be performed by remote welding system.
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A2 % REn ARds 4484 Az2d AF

A1 A dA - A2

1. A=A

a9 12 2YdA JEds dA48H A2y A=W dUebd Aolr o] A
2 'S gluminum profile structure(01E), jigging plate changer assembly(02E),
end plate insert system(03E), rotation unit assembly(04E), outlet-guide
assembly(05E), connect 2 assembly(06E), jigging plate assembly(07E), fixture
for side B assembly(08E), jigging plate assembly(09E), jigging plate
assembly(10E), aluminum profile structure assembly(11E), cylinder bracket

base(12E) ¥ electric welder(13E)& -4 E ¢},
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[4000A 4bar 3cycle (x50)]
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