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Pipe End Round Forming Equipment and ConTrol System
(PERFECTS)
~The Fundamental Solution for Reducing Welding Defects
in Offshore Pipeline Constructions~
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Abstract
Nippon Steel & Sumikin Engineering Co.Ltd. has developed the pipe end round form-
ing equipment “PERFECTS” to aim at reducing welding defects for girth welding in off-
shore pipeline constructions. Applying “PERFECTS”, pipe ends are equalized in both di-
ameter and roundness, and are fitted easily with each other for the root pass welding.

This paper describes features of “PERFECTS” and results of the pipe ends forming test
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and their mechanical properties.
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Fig. 2 Components of “PERFECTS”
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Fig. 3 Mechanism of pipe end round forming
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Improvement of pipe profile by pipe end round
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Fig. 8 Improvement of alignment by pipe end round forming
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Fig. 9 Tensile test results of girth welded joint
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