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Research and application of double tungsten automatic TIG for tubesheet cladding nickel base alloy
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2.Guodian United Power Technology ( Chifeng ) Co.,Ltd., Chifeng 024000, China )

Abstract:In order to explore the principle and technical advantages of double tungsten automatic — TIG welding technology
process , cladding nickel base alloy on SA — 508 Grade 3 Class 1 forging tubesheet using double tungsten automatic — TIG welding
process, and the properties of nickel base alloy cladding were tested and studied, which verified the feasibility of the application
of this method in tubesheet cladding technology. Through the optimization of welding process parameters, this process method
has been promoted and applied in the manufacturing of nuclear power steam generators and shell-and-tube heat exchangers. The
deposition efficiency of double tungsten automatic — TIG welding can reach 2. 5~6 kg/h, which is about three times that of ordinary
single hot wire automatic TIG. Under the premise of effectively ensuring the cladding quality of nickel base cladding of tubesheet,
the manufacturing cycle of nuclear power products can be shortened.
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Fig.1  Double-tungsten electrode machine head
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Tab.3  Main process parameters for cladding of nickel base alloy with double tungsten automatic TIG ( Reference Value )
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