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Technology to Detect a Crack and WeldingTechnologies for Aged Materials
to Measure its Size (sizing) Ensuring Safety
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I Features

Using dummy test blocks with artificial cracks simu-
lating ones in real plants, the detectability and sizing
accuracy are to be confirmed using the ultrasonic
test (UT) now employed at the periodic inspection
and the advanced non-destructive inspection tech-
nologies (phased array UT method, array ECT
method, etc.).
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. Features Neutron irradiated test specimens made of stain-
less steel and low alloy steel containing the helium
generated by neutron irradiation are transported to
the hot laboratory facility for various kinds of eval-
uation tests on weld soundness. The major welding
methods are YAG-laser welding, which gives low
heat input, tungsten inert gas welding and friction

Depth of

Depth of SMM* fm=

10mm
L FREFY

Welding
witection

An example of crack detection An example of crack detection

results, phased array UT results, array ECT welding. After welding, evaluation tests were con-
Microstructures of laser clad Type 304 SS containing 2.7 and 7.7 ducted and welding techniques and heat input con-
appm He in base metal and weld metal. Laser cladding condition: . . ; ; _
. Schedule two times of cladding followed by re-melting with heat input of dlth!‘lS were qptlmlzed from the view point of pre
6.0 kd/cm. vention of He induced cracks.
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