


This document was prepared in conjunction with work accomplished under Contract No.
DE-AC09-96SR18500 with the U. S. Department of Energy.

DISCLAIMER

This report was prepared as an account of work sponsored by an agency of the United States
Government. Neither the United States Government nor any agency thereof, nor any of their
employees, makes any warranty, express or implied, or assumes any legal liability or responsibility
for the accuracy, completeness, or usefulness of any information, apparatus, product or process
disclosed, or represents that its use would not infringe privately owned rights.  Reference herein to
any specific commercial product, process or service by trade name, trademark, manufacturer, or
otherwise does not necessarily constitute or imply its endorsement, recommendation, or favoring by
the United States Government or any agency thereof. The views and opinions of authors expressed
herein do not necessarily state or reflect those of the United States Government or any agency
thereof.

This report has been reproduced directly from the best available copy.

Available for sale to the public, in paper, from: U.S. Department of Commerce, National Technical
Information Service, 5285 Port Royal Road, Springfield, VA 22161,
phone: (800) 553-6847,
fax: (703) 605-6900
email: orders@ntis.fedworld.gov
online ordering: http://www.ntis.gov/help/index.asp

Available electronically at http://www.osti.gov/bridge
Available for a processing fee to U.S. Department of Energy and its contractors, in paper, from: U.S.
Department of Energy, Office of Scientific and Technical Information, P.O. Box 62, Oak Ridge, TN
37831-0062,
phone: (865)576-8401,
fax: (865)576-5728
email: reports@adonis.osti.gov





tailored to optimize the alloy composition by
adding aluminum to the melt or even other
alloying elements, i.e., gadolinium or
hafnium as neutron absorbers to reduce
criticality.  The treated alloy is less attractive
for reprocessing, which enhances its
proliferation resistance.

Advantages of diluting the uranium content
to below 20% 235U and the alloy composition
to the eutectic include: (1) lower process
operating temperatures, (2) minimum gravity
segregation in the casting, (3) less volatile
offgas products and (4) lower associated
costs.  With the MD process, waste volume
can be significantly reduced.  The melt-dilute
treatment process produces a waste form
that could be processed, but with greater
difficulty, later to reclaim the enriched
uranium.

MELT-DILUTE PROCESS

The basic melt-dilute process is simple and
versatile.  Radioactive fuel assemblies are
remotely loaded into an induction furnace
and melted in air at about 850 ºC, which is
approximately 200 ºC above the uranium-
aluminum eutectic temperature or the
aluminum melting point.

The SNF assemblies for MD treatment, the
depleted uranium metal for isotopic dilution,
and the aluminum for compositional control
are all put into an aluminum basket when
the fuel assembly is loaded.  The basket is
moved from the wet storage basin to the
facility using an 8-ton cask.  The basket is
later remotely inserted into the furnace.
Induction melting takes place in a graphite
crucible containing a carbon steel liner that
is used to melt the fuel and contain the
solidified ingot.  Induction stirring is also
done to achieve homogeneity.  All
operations involving fuel assemblies,
processed ingots or contamination products
are controlled remotely by personnel outside
of the heavily shielded processing cell.

Not all SNF will require dilution or aluminum
additions because the final isotopic content
is less than the proliferation limit and the
melt composition is less than the eutectic
composition.  The process operating
temperature is kept as low as possible
because of the high vapor pressure and

volatility of some radionuclide species, such
as cesium and inert gases, in the SNF
assemblies. [4]

To trap volatile radioactive gases an offgas
system was installed.  Studies have shown
zeolite to be an effective getter for
cesium.[5]  Zeolite absorber beds and HEPA
filters are installed as an integral part of the
melt-dilute process.  Up to about 70% waste
reduction can be achieved for Material Test
Reactor (MTR) type assemblies using
zeolite adsorption beds.

 MD FACILITY IN L-AREA AT SRS

Physical Layout

The pilot scale facility is located in L-Area at
SRS in a DOE Hazard Category 2 structure
for handling and processing radioactive
materials, shown in Figure 2.  Outside the
facility is the control room where operators
run and observed process operations while
the furnace and associated equipment are
located inside the hardened structure.  The
furnace is located inside a stainless steel
box, which acts as secondary containment
for radioactive releases to the room.

Figure 2. L-Area Pilot-Scale Melt-Dilute
Facility

The floor plan for the facility is shown in
Figure 3.  Shown on the figure are the
uninterruptable power supply, the crane
aisle access corridor, the trailer well, furnace
and associated equipment and the control
room.  The induction furnace is located
behind a shield wall to protect operators



from radiation during entry into the trailer
well to unload casks.

Process Room

The SNF is brought to the facility in an 8-ton
cask on a flatbed trailer.  The roll-up door is
opened and the trailer is backed into the
trailer well where the cask is removed.  After
removing the cask lid bolts, the trailer is
removed and the door closed and locked.
Further operations are done remotely by
operators using the crane, specialized
tooling and computer controls.  The cask is
moved to the unloading station inside the
cell, the lid is removed and the fuel basket
containing the spent fuel assembly is
removed.  The fuel basket remote handling
tool
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Figure 3. Layout of L-Area Pilot-Scale Melt-
Dilute Facility.

is placed on guide pins located on top of a
datum plate that is attached to the furnace.
The fuel basket is lowered into the graphite
crucible containing the carbon steel liner.
The unloading tool is then returned to the
tool stand (Figure 4).

Figure 4. Remote Handling Tool is returned
to the Tool Stand.

Next the equipment plate containing two
melt samplers, the primary zeolite bed and
the crucible camera is lowered onto the top
of the furnace crucible ( Figure 5).  The
guide pins on the datum plate help guide the
equipment plate to align the zeolite bed and
crucible.  The equipment plate engages a
robot end-of-arm tool changer on the datum
plate to connect pneumatic and electrical
lines for operation of equipment on the
equipment plate.

Figure 5. Lowering the Equipment Plate onto
the Furnace using the Overhead Crane.

The stainless steel containment box lid is
put onto the enclosure base and clamped in
place using pneumatic clamps.



Control Room

The melt-dilute facility is operated from the
control room.  All operations are observed
on video screens located on the console.  A
custom computer application reads and
graphically displays system status and
parameters on the computer monitor located
in the center of the control console.  All
parameters are logged for future analysis.
The computer application also provides
graphical controls and computer guided
sequences for the remote loading and
unloading operations.  A photograph of the
operating console is shown in Figure 6.

The operator manually controls the induction
furnace start-up and power levels, the
airflow into the furnace containment box and
the flow through the zeolite bed using hand
operated remote controls.  The pressure
drop across the containment boundary is
monitored to maintain a negative pressure
so all airflow is from the room into the
containment box.  Dilution air from inside the
box is used to cool hot offgas so the exit gas
temperature is less than 50 ºC at the HEPA
filters.

The ingot remote-handling tool is similar to
the fuel-handling tool and is used to remove
the solidified ingot and place it into a cask
after the completion of the MD cycle.  The
crucible remote-handling tool is used to
remove and replace the crucible as needed
for maintenance.

All routine furnace operations are done
remotely to protect personnel from
contamination and radiation.  A secondary
shield wall shown next to the furnace in
Figure 3 provides protection to personnel
entering the truck well.  All radiological
sources (i.e. fuel, ingots or melt samples)
and all contamination control objects (i.e.
crucibles) can be remotely removed and
placed in casks for system maintenance.

Figure 6. Control Room for Melt-Dilute Pilot-
Scale Process in L-Area.

Two samples from the molten alloy are
taken remotely during the melting operation
to confirm the alloy composition.  The
samples are transferred to small-sample
shipping casks for instrumental analysis at
the analytical laboratory.  Results are used
to address material accountability issues
and dilution requirements.  Ingots can be
remelted if found to be outside alloy
specifications.

START-UP TESTING

The facility was operational in September
2001 and start-up testing began using
aluminum assemblies.  Several successful
tests were made where data on furnace
operations, the ventilation system, the
cooling water system, and the
uninterruptible power system (UPS) was
obtained.  Furnace operations and all
remote tooling functioned per design.

The 125 KW induction power supply was
more than ample for melting the assembly
and heating the melt to 850 ºC.  Operating
parameters used in start-up testing are
shown in Table 1.



                               Table 1
       Start-up test Operating Parameters
Furnace      Temperature, C   Pressure Differential, in H2O     Air Flow, cfm
Power, kw   Crucible     HEPA        HEPA              Box/TS*         Crucible    Dilution

      5              360           19            -2,8                  -8.7                0.23        7.8

     10             850           24            -2.5                  -9.6                0.21        8.6

__________________________
* Pressure differential between MD room and containment box.

At only 10 KW the molten alloy was heated
to 850 ºC.  Air was continually drawn
through the crucible at a rate of about 0.2
cfm while dilution air from the box was
approximately 8 cfm.  The cooler dilution air
lowered the offgas temperature at the HEPA
inlet to less than the 50 ºC requirement. The
pressure differential across the HEPA was
monitored to ascertain flow through the filter,
and a negative pressure differential of about
9 inches of water was maintained on the MD
box to ensure airflow into the primary
containment and through the offgas train.
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