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Abstract

The soldering process for horizontal and vertical installation of strand-to-strand joint which was
suggested using in KSTAR device was investigated. In case of conventional soldering using a heat blower,
the infiltration of solder into cable was not sufficient to fill the joint, and the flow-down of molten solder
due to its weight was observed. The mold assembly for soldering strand-to-strand joint was designed and
fabricated using the concept of the sleeve of lap joint. Small furnace was installed in the mold to heat the
joint uniformly, and two hole-lines with 70-air holes each for solidify the molten solder were machined to
prevent the leakage of solder out of the joint. The solidification line of solder along the first hole-line in
the mold was observed. The wetting property in the cable may be improved because the cable was

compacted by the mold, and the infiltration of solder into the cable was sufficient to fill the joint.

( KSTAR : Korea Superconducting Tokamak Advanced Research)
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Fig. 1. Schematic drawing of (a) Lap joint and (b) Strand-to-Strand joint
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Fig. 2. Schematic drawing of mold assembly for strand-to-strand joint
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Fig. 3. Schematic drawing of cross-section of strand-to-strand joint
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Fig. 4. Mold assembly for soldering vertical joint



Fig. 5. Cross-section of the joint soldered with heat blower without mold

Fig. 6. Cross-section of the joint soldered with mold
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Fig. 7. Side view of soldered vertical joint
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