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A Study on Casting Uranium Metal reduced
from Spent Fuel to Storage Rods.
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Abstract
We have been developing casting methods of uranium metal by Li-reduction process.
This rod has to be round, straight, and sound. In order to select a proper process for
the casting of uranium metal to rods, the unidirectional solidification method and the
continuous casting method have been investigated and the casting equipments for these
have been designed. The casting equipment for the unidirectional solidification method
consists of a transparent quartz tube mold with 4 automatic controlling zones for giving

temperature gradient in order to move the solidification interface from the bottom to the
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top. The casting furnace of the continuous casting method consists of boron nitride ring
mold surrounded with copper tube, to make solidified rod slide down from mold, and a

withdrawal system using servo motor to control the pulling speed.
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