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Abstract 
If leak trouble occurs at nuclear fuel reprocessing facility, repair welding procedure with short construction 
period is necessary to keep the safety of facility. As repair welding procedures, build-up welding procedure and 
cover plate welding procedure have been developed. To get a good quality of repair welding joint without lack 
of fusion and burn through into inside, heat box control is applied to these welding procedures.
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Fig.2-1 Shape of repairwelding
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SUS:2 25mm 3 35mm

Table2-1 Target of repair welding
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Table3-1 Example of calculation results of build-up shape

0.5mm 0.4mm 0.4mm 0.4mm

0.3mm 2.0mm 1.0mm 1.0mm

0.8mm 2.4mm 1.4mm 1.4mm

W1,W2 10mm

Fig.3-1 Concept of conditions control by heat box

Fig.3-2 Heat box of SUS304

Fig.3-3 Heat box of carbon steel
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Fig.4-1 Fig.4-4

Fig.4-5 SUS304 13.8 2.0t

(a) 27.2 2.5t

(b)25t
Fig.3-3 Result of macro section test  (SUS304)

Fig.4-1  Heat box of carbon steel (Without Water cooling)

Table4-1 Example of calculation results of cover plate shape

mm
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Fig.4-6
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Fig.4-2  Heat box of carbon steel (With water cooling)

Fig.4-3 Heat box of carbon steel (Without Water cooling)

Fig.4-4 Heat box of carbon steel (With water cooling)

Fig.4-6 Simulated welding test for actual job

SUS304 13.8 2mm

150mm

Fig.4-5 Result of macro section test  (SUS304)
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