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Mechanical properties for automatic girth weld joint

of high strength API 5L X80 pipeline
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Fig. 1. Microstructure
(a) Base metal (b) Weld metal
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Fig. 2. Hardness distribution
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Fig. 3. Tensile properties for base and weld
metal
(a) YS and UTS (b) Elongation
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Fig. 4. Impact energy for FL and WM
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Fig. 5. Min. CTOD values for weld joint
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1. BS 4515-1 (2004) Carbon and carbon manganese
steel pipelines

2. BS EN 288-9 (1999) Welding procedure test for
pipeline welding on land and offshore site butt
welding of transmission pipelines

3. API 1104 (1999) Welding of pipelines and related
facilities
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