13 5 4 &l

Welding & Cutting

iR EEAEEMNESEBREKPTIGIEE:
AR R RERY RS

BB, kXR" EREKC FEELC @, kEEC, EpMEC

VA TR T ER AT AREGEL 014035
2 BB EAR T HROBERAS ARETEL 014035

i
)

BE: TZMATmaaE IS S n @R TIGEEE LA R ¥Ry Fm. FEAKRH . SmEkE
EEHBEANEERETRERAME, RO T AHEL G, BERVBREE. EMARINTELN: BEKX
HARETEHat+o +BHAK, RFWE ZEHo+BHAR, SmEMEZENR N THANHESEEH
HAR, wGWHAREEARERA, RETRERXARNY T —2E., VFRERBRERERY.:
MAEEEENRANTRARERLE, SR TEEEL RO BEREHKE, BRERFELFE N
Ao ABEEAT maMEENRRELTENDH, AL EWRRERERET R FREM LK
R

XRHE: #oean®; MrTIGEE, SREE, mEleE, AREE

Effect of end face roughness on microstructure and
properties of pulse TIG welded joint of zirconium alloy
cladding tube
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Abstract: This paper focuses on the effect of end face roughness on the organization and mechanical properties of
pulsed TIG welded joints of zirconium alloy clad tubes. It has been shown that the reduction in end face roughness
value significantly improves the weld surface quality and reduces water ripple defects, resulting in better weld
shaping. Microstructure analysis shows that the weld zone organization is mainly composed of o+ a'+ 3 phases,
and the heat affected zone is mainly o + 3 phase organization. The reduction of end face roughness value helps to
the uniform flow of liquid metal inside the molten pool, and can suppresses the abnormal growth of local grains.
It improves the uniform consistency of the welded joint organization. The mechanical properties test results show
that the reduction of end face roughness value can optimize the welding thermal process, further improve the tensile
strength and elongation after break of the welded joint, and the hardness of the weld zone is more uniform. This
study elucidates the influence of end face roughness on the quality of welded joints, and provides a scientific basis

and practical guidance for the high-quality welding of zirconium alloy cladding tubes.
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