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A Study on Residual Stress and Temperature Profile in Pipeline Repair Welding
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Table 1. Comparison of Computer Simulation Results and true Welding (unit : mm)

‘EZO| gges 37] gdoer 37|
(HH2HEHEteh | H2AEHEE) | (H0E Holgtsh
A gt 08 32 40
Weld | 08 20 3.1
Weld 1l 13 16 34
Table 2. Results of Tensile Tests
sEwy| = = Rk st TErsg
HAEH 474 I EH-8
487 467 HiZHEH-LS
Weld | 458 ES-SHE
468 BT E S-S
e+ 7 |88 408 408 | =&-"HuEt
Zal+Seam BF 429 429 | HiBES-LIE
LHEH 478 Z=&-Gjm
469 . Z &gy
460 E=&-FHopm
Weld I 475 Y 2Ly 2
ZE+gy o8y 445 445 | =&-GiE
Zlal+Seam 8% 450 450 | HiBES-UF
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Fig. 1. Specimen position
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Fig. 2. Node and element for analysis
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Fig. 3. Temperature variation with time

after first layer welding
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Fig. 4. Effect residual plastic strain after

welding at internal pressure 20Kg/cm2
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