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Girth Weld Groove Development Technology of

HE Guang-hua-, WANG Xiao-feng?
(1. Shanghai Branch, China Classification Society, Shanghai 200135, China
2. Hailong Petroleum Industry Group Co. , Ltd. , Shanghai 200949, China)

Abstract; During the bimetallic composite submarine pipelines laying process, a lot of unfused defects in the girth welds are

Bimetallic Composite Submarine Pipeline

found, which lead to the repair of pipe cutting and affect the construction period. It was found that the angle of weld groove is the

main factor to form the unfused defect after analyzing the reasons of defects. Comparison tests of welding groove at different angles

were carried out to determine the optimized welding groove angle. After re-welding process evaluation and project verification, the

number of unfused defects in girth welds was greatly reduced, so as to improve the welding quality and ensures the construction

progress.
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