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Table. 1 Characteristics of Branch fittings used to gas pipe line.

Types Characteristics Model Weld method Element(weld part)
g - Groove weld ~ Run pipe
A | Set-on Model 1| _ Cover fillet - Split tee
~Through groove weld | .
5 | Set-on with Model 1 | -Through ped weld | g‘p’]‘;t‘fg
reinforcing pad Model 2 | -Cover fillet - Pad
- Pad fillet weld
Set-on with - Pad fillet weld - Run pipe
€ | reinforcing pad Model 2\ _ Cover fillet - ~ Split tee with Pad
. . ~ Run pipe
Full enciclement with - Pad fillet weld . .
D reinforcing ped Model 2 | _ Pad butt weld ~S};p{l)\l(; t(x;eé)mm Pad (h1)
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A ANe 53 8 9 Hye Hristgden, §324A(FEM)S
AgF=9 ANSYS 7018 o] &3t¢lch. | '
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| heat %€ —> heat
¥ v | = Radiation & free convection
Heat penetration in the oas

Fig. 1 Fillet weld model cohﬁguration of the sleeve-to-pipe fillet weld. (Model 2)
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Fig. 3 Residual stress distribution

Fig. 2 Heat distribution in Set in Set-on type fitting. (axial

-on type(Model 1) direction)
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Fig4 Variation of temperature distribution
comply with heat-input in run-pipe.

Axial Residual Stress(MPa)

Heat Flux

- 4000W

a) Inner surface b) Outer surface

Fig. 5 Transient and residual axial stress distribution for Model 1.
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