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Present and Transition State of Automatic Welding Technologies for Offshore Pipelines
- An Approach for the Highest Production Rate Welding in the World -
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Abstract

Nippon Steel Engineering CO., Ltd. has been performing offshore pipeline
installations for oil and gas transportation since the 1960’s. The girth welding
of linepipes on a barge is one of the most important processes to affect the pipe
laying productivity in the installation. We have been developing several innovative
technologies to improve the productivity and weld quality since we had applied an
automatic welding system on 1973. This paper describes the transition and the
present state of the automatic welding systems which we have been developing to
achieve the highest productivity in the world among the same scale barges as ours.
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Fig.1  Working Stage Configuration on Pipe Laying Barge “Kuroshio”
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Fig.6 Welding Results at Faster Speed Conditions
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