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Pipeline industry looks to new processes for
mechanised weld quality
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Y n 2000, more than 149,665km (93,000 miles) of pipeline
I construction were underway, planned, or actively under

G ‘worldwide. This consisted of gas, crude oil, refined
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other pressure pipe standards such as ASME IX, B31.3, etc,
that are much more stringent concerning allowable defects. In
the past, pipelines were designed to provide an adequate safety
margin within the allowable defects of APl 1104. With the
increasing use of thinner wall higher strength pipe, the
rejectable fault criteria has had to be re-evaluated, and many
owners have adapted higher quality standards, such as the
DNV (Det Norske Veritas) or Lloyd's standards used for
offshore pipelines.

Mechanised pipe welding has now been used for over 30
years in the pipeline industry. While it is extensively used for
marine pipeline applications, only a small percentage of all
cross country lines have been done using mechanised equip-
ment. (The 2,973 km Alliance Pipeline, constructed in 1999-
2000, was the first significant project to use mech.amsed
weldmg in the USA.)






