L O R
32 CONSTRUCTION TECHNOLOGY

2013 11 A &
Fag F2uW

DOI: 10. 7672/sgjs2013210032

% W TIG #2 4 AP1000 B3k 5 E B H P A

71

(B TRFRAH, L#E 200233)

[HWE] /AT API000 & i ¥k F B RGNS S MM Bt B RAEBEE TIC A3R T2, R
KEERLT THEERSEHEIBERERARESENERR, ETUBLATERIZME ARG, EREER
WAMBESY BEEAENENFE, BESKRLELE, AT API000 T EEANBEEIFMEELL S
MR RTERE . B R TIG A 3hRH7E AP1000 M ¥ T EHBE LRI N A, BIET & MR TIC B 3R
EEEE EWAATHERA RN, AERER TIC AR T 2GS AP1000 EEE B - AN A R#EES.
[RgiE] B, FEE B EBIEAR

[hE42E] TU74;TG4T [ xwk#riR®E] A [ ##mS] 1002-8498(2013)21-0032-03

Application of Narrow Gap TIG Welding in RCL Piping Welding
of AP1000 Nuclear Power Plant

Zhu Jinsheng
( State Nuclear Power Engineering Company, Shanghai 200233, China)

Abstract ; This paper introduces structural characteristics and base metal welding characteristics of RCL
piping system in AP1000 nuclear power plant. Using narrow gap TIG welding process not only can
significantly reduces the RCL piping weld groove cross-section area and welding metal’ s filler amount,
but also can adjust the welding process and technical measures to control the welding heat input and
welding distortion and improve the welding efficiency and quality. The AP1000 RCL piping welding
sequence and welding parameters selectable ranges are given based on the actual installation experience.
The successful application of the narrow gap TIG automatic welding process in the AP1000 RCL piping
welding verifies the feasibility and effectiveness of narrow gap TIG welding for RCL piping, and provides

guidance for the application and promotion of the narrow gap TIG automatic welding process in subsequent

AP1000 RCL piping welding.
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Fig.1 RCL piping system for AP1000

nuclear power plant
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Table 1 Welding points parameters
for RCL piping system
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Table 2 Chemical composition requirements

of welding wires
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Table 3 Tensile properties of all weld metal wire
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Fig.2 Welding groove for RCL piping system
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