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(X 1) Small reactors for near-term deployment - development well advanced

Name Capacity Type Developer
VBER-300 300 MWe PWR OKBM, Russia
NuScale 60 MWe Integral PWR NuScale Power + Fluor, USA
SMR-160 160 MWe PWR Holtec, USA + SNC-Lavalin, Canada
ACP100/Linglong One 125 MWe Integral PWR NPIC/CNPE/CNNC, China
SMART 100 MWe Integral PWR KAERI, South Korea
BWRX-300 300 MWe BWR GE Hitachi, USA
PRISM 311 MWe Sodium FNR GE Hitachi, USA
Natrium 345 MWe Sodium FNR TerraPower + GE Hitachi, USA
ARC-100 100 MWe Sodium FNR ARC with GE Hitachi, USA
Integral MSR 192 MWe MSR Terrestrial Energy, Canada
BREST 300 MWe Lead FNR RDIPE, Russia
RITM-200M 50 MWe Integral PWR OKBM, Russia
BANDI-60S 60 MWe PWR Kepco, South Korea
Xe-10 75 MWe HTR X-energy, USA

(BH : https://www.world-nuclear.org/information-library/nuclear-fuel-cycle/nuclear-power-reactors/small-nuclear-power-reactors.

aspx, Nov. 2020)
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Figure 3: This project will enable the revolutionary combination of PM-HIP and EB welding to reduce pressure vessel
fabrication time and cost.
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Submerged Arc Welding LVEBW Welding
90 passes at 500mm/min single pass at 100mm/min
=6mm/min = 18times faster
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staticebwgun york piece rotation

External Box Seal and Internal Seal
[T 5] S=0lIM LS EBW ST
(BX: Y= CVE & Sheffield Forgemasters)

Electron Beam
Welding - 7 NUCLEAR AR

Lower Flange Shell Mockup EB Weld -- ~6 ft (1.82m)
diameter (Note, mockup is upside down)
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a. Cladding profile developed in SKM for fill
sections between support structures

Ct. MHEY |2 =it e 22

A vt Y= 5 o] A= APHET
HA=Z(Small Modular Reactor)2 At LAw
For FHsk 7laridE w0 st
Stk §3], F414Q A& 71E9 =71 4
AR dei77] e el o2 Qi 118
1 259 L3 AR ES S0 Al
A3Z3} ot Qlrt. ek, o] e 71& Axprt
A AT g2 AP YRR ARl 2

48 ux

Jn
>

I

F

o2

b. Actual clad surface of fill sections between
support structures
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