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Study on local post weld heat treatment methods and criterion of

pressure equipment
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Incorporation , Beijing 100101, China;3.China Special Equipment Inspection and Research Institute , Beijing 100101, China;
4.School of Mechanical and Power Engineering, East China University of Science and Technology , Shanghai 200237, China)

Abstract: Aiming the problem of difficulty in uniform temperature control and eliminating residual stress for local post weld heat
treatment of pressure equipment, two local post weld heat treatment methods of single heating and primary plus secondary heating
were proposed ; and the process criteria and theoretical design methodology were established. The results show that for pressure
equipment requiring only weld performance recovery with low demands on residual stress elimination , the heating band width
(HB) of 6t and the gradient control band width (GCB) of 2HB should be adopted when thermal insulation is applied to both
inner and outer walls.For pressure equipment which requiring both weld performance recovery and residual stress elimination ,
when thermal insulation is applied to both inner and outer walls, the HB should be at least 3V/Rt, while without inner wall
insulation , the HB should exceed 5\/Rt, with the GCB maintained at 2HB in all cases. When the heated band width in single
heating local post weld heat treatment is too wide , it is recommended to employ the local post weld heat treatment by primary plus
secondary heating. This study can provide a theoretical and implementation basis for local post weld heat treatment of large
pressure vessel.

Key words:pressure equipment ; local post weld heat treatment ; heated band ; gradient control band ; residual stress
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