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Welding Quality Control for Offshore Oil Platform Steel Structure

ZHANG Huan-huan
(Offshore Oil Engineering Co. , Ltd., Tianjin 300452, China)

Abstract The operations including fit-up inspection, welding process monitoring and visual inspection during
offshore oil platform steel structure welding are described. The reason of defects when some welding parameters get
out of control are analyzed. Several aspects that we should pay attention to are emphasized. A method of welding
quality control for oil platform steel structure is obtained, which can provide a reference for the quality assurance of
offshore oil platform steel structure fabrication.
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Fig. 1 Length measurement for a pipe
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Fig. 2 Inspection of root opening
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Fig. 3 Inspection of preheating temperature
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Fig. 4 Monitoring of welding current
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Fig. 5 Monitoring of post-weld heat treatment
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