Results of the Prototypes Electron-Beam welded ,ﬁ-m
Segment for the ITER Vacuum Vessel ’::3*3.,

Angel Bayon, Lawrence Jones, Marcello Losasso, Vassilis Stamos, Jean Francois Arbogast, Alex Trentea, Gonzalo Mico
Fusion for Energy, ¢/ Josep Pla 2, 08019 Barcelona, Spain

Fabrice Bouyer, Christian Laine pcns Indret, 44620 La Montagne France Julio Guirao NATEC Marques de San Esteban 9, 433206 Gijon Spain

Due to the challenging final tolerances of the fabrication of the ITER Vacuum Vessel, this Project was launched to demostrate the feasibility to fabricate
the ITER Vacuum Vessel with advanced welding tecnique Electron Beam welding, which creates much less distortions and 1s much quicker than con-
ventional welding. Two 1:1 scale prototypes were used VEC and VATS
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