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Conclusion

 Completed the preliminary design of the Tool Base, Cutting Tool, Welding Tool and Bolting Tool for the First Wall maintenance.

 Demonstrated the feasibility of the Gripping Finger element of the Tool Base through two types of the tests.
 Conducted the welding test using the pipe sample cut with the Cutting Tool, and revealed the need to alter the welding condition.

 Demonstrated that the Bolting Tool was capable of absorbing assumed misalighments and applying a high torque of 8.4 kNm.
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Full circumferential weldability were verified using the pipe samples cut
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/ Even with the expected misalighment (3.5 mm & 1.3 deg.), tool insertion
into the thread is feasible, and a torque of 8.4 kNm can be applied.
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Tool Fixing element:
Completed the preliminary design
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Tightening torque [KNm]

Gripping Finger element:
Conducted two type of the test
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Future plan

in lfor adjusting € Tool Base: We will prototype the tool fixing element and evaluate its
xing the tools effectiveness.
—_— \ € Cutting Tool: We will proceed with design modifications to prevent
| \\\\\"?\ rotation of the centering element during cutting, and conduct an
- § L'”ear guide for evaluation of the cutter life.

- Wadjusnng the position € Welding Tool: We will continue to investigate welding conditions that
enable full penetration.
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