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Abstract: During the course of repairing drilled pipelines, local high-temperature generated by welding leads to strength degrada-
tion of the materials swrrounding the heat source, and the in-service pipelines will blast if the internal pressure of the pipeline ex-
ceeds some pressure limit. Based on ANSYS, dynamic finite element numerical simulation of welding for in-service pipeline was
" carried out and the effective wall thickness was calculated according to the distribution of temperature field. Based on the effective
wall thickness, the extreme pressure that pipelines could bear was determined. Also, the effects of welding speed on extreme pres-
sure were discussed. The results show that the extreme pressure of pipelines decreases with the decrease of the welding speed.
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Fig.1 Physical model for weld repairing simulation
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Fig.5 Variation of temperature with time at node 1010 in pipe body
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