ISSN 2073-1574. Vestnik ASTU. Series: Marine Engineering and Technologies. 2021. Ne 4
Shipbuilding, Ship Repair and Fleet Running

Original article
UDC 629.5.06.001.2:621.643
doi: 10.24143/2073-1574-2021-4-17-26

Solutions to enhance technology in the fabrication process
and installation of marine pipelines

K. N. Sakhnolg, Do Tat Manhz, Bui Sy Hoang3, V.M. T saloev",
Peyvand Ahmad Saadati’, F. A. Lapeko6, Vu Van T uyen7

136 Astrakhan State Technical University,
Astrakhan, Russia, k.sakhno@mail ru ™

237 Vietnam Maritime University,
Haiphong, Social Republic of Viet Nam

4 Sevastopol State University,
Sevastopol, Russia

Abstract. The article describes possible solutions of the problem connected with shortening
shipbuilding construction time as well as reducing production costs. To reduce the total amount
of labour involved in the manufacture and installation of ship piping systems, which is 20% com-
pared to the total labour volume of shipbuilding, authors provide the research on the possibility
of manufacturing straight pipe sections with permissible deviations in combination with free flang-
es, analysis of deviation compensation for pipelines through the use of straight pipe sections manu-
factured with permissible tolerance and proposing new theoretical solutions to improve manufac-
turing and installing ship piping systems. Introduction of these technologies contributes to reduc-
tion of cycles of building and decrease in labour-intensiveness of pipeline works when carrying out
marine orders. The chart of modeling the system of pipelines is presented. A straight pipe manufac-
tured with an allowable deflection on a flat support and a loose flange attached to the end of the
welded pipe are shown. The scheme of a permissible deviation a at mounting the connections be-
tween pipes is considered. The possibility of assembling curved pipelines using straight pipe sec-
tions is described in detail. The compensation zone is illustrated using the rotation of two pairs
of deflected straight pipes. A block diagram of the application of research results in manufacturing
and mounting a pipeline system has been developed.
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AnHOTanus. PaccMaTpuBaloTCss BO3MOXHEIC ITYTH COKPAICHHSI CPOKOB CTPOUTEIBCTBA B CYIO-
CTPOCHHH, a TAKXKE CHIDKCHHUS MPOM3BOACTBEHHBIX 3aTpar. J{Jsi CHMKEHUsI OOIIero KOoIW4ecTBa
TPYIO3aTpaT MPU M3TOTOBICHUU M MOHT&XE CYAOBBIX TPYOOMPOBOAHBIX CHUCTEM (YTO COCTABIISET
20 % ot obmero o6semMa CyZOCTPOUTENBHBIX PadOT) MCCIEIOBAHBl BOSMOKHOCTH HM3TOTOBIICHHS
OPSMBIX YYaCTKOB TPYO C JOMYCTUMBIMH OTKJIOHCHHUSIMH CO CBOOOAHBIMH (hIIaHI[AMU, TPOAHATU3H-
POBaHbl KOMIICHCALIMH OTKJIOHEHUI TPyOONpPOBOJIOB 3a CYET HCIIOJIb30BAHHS MPSMBIX y4acTKOB
TpyO, M3TOTOBJICHHBIX C PErJaMEHTUPYEMBIM JOIYCKOM, U MPEICTABICHBI HOBBIE TEOPETHYCCKHUE
pelIeHus s yIy4IIeHIs TIPOU3BOJCTBA M MOHTaXa CYJOBBIX TPYOOIPOBOIHBIX cHCTeM. BHempe-
HHUE 3TUX TEXHOJOTHU CITOCOOCTBYET COKPAIICHUIO CPOKOB CTPOUTEIBCTBA M CHUKCHHUIO TPYIOEM-
KOCTH TPYOOIIPOBOJHBIX pa0OT TP BHIOJHCHUU 3aKa30B. [Ipe/cTaBiieHa cxemMa MOJICIUPOBAHUS
CUCTEMBI TpyOOTIpoBO0OB. [l0Ka3aHkl MpsiMasi TPyOa, BHIMIOJHEHHAS C JOMYCTUMBIM CMEIICHACM Ha
TUTOCKOH ortope; CBOOOTHBIN (hiaHell, MPUKPEIUICHHBIH K KOHITY cBapHOH TpyOsl. PaccmarpuBaeTcst
cXeMa JIOMyCTHMOTO OTKJIOHCHUS 0. IMIPH MOHTaXe COCAMHCHUH Mexny Tpyoamu. [loapoOHO omu-
CaHa BO3MOXHOCTh COOpPKM HM30THYTBIX TPYOOIPOBOJOB C HCIOJIb30BAaHHEM MPSMBIX YYaCTKOB
Tpy0. IIpoaeMOHCTpHpPOBaHA 30HA KOMIICHCAIIMH TIPH UCIIOIb30BAaHUU BPAIICHHS JBYX Map OTKJIO-
HEHHBIX MPsIMBIX TpyO. Pa3paborana G/10K-cXeMa MPUMEHEHHs pe3yJIbTaTOB UCCICIOBAHUN B IIPO-
1ecce N3roTOBJICHHST K MOHTa)Ka TPYOONPOBOIHOMN CHCTEMBI.

KaioueBble ciioBa: TpyOONpOBOABI, NPOCKTUPOBAHKE, U3TOTOBJICHUE, MOHTAX, TEXHOJIOTHYE-
CKHIi TIpoliece, CyI0BbIe CHCTEMbI, H3TOTOBJIEHHE TPYOOIPOBOIOB, MOHTaX TPYOOIIPOBOIOB
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mao Caaoamu, Jlanexo @. A., By Bau Tyen. Pemienus o yiy4meHnIo TEXHOJIOTHH B TIPOIECCE HU3-
TOTOBJICHHS M MOHTa)ka MOPCKHX TPYOONpoBOJOB // BecTHHK AcCTpaxaHCKOTO TOCYIapCTBEHHOTO
TexHH4YecKoro yHuBepcureta. Cepusi: Mopckast TexHuka u texHomnorus. 2021. Ne 4. C. 17-26. doi:
10.24143/2073-1574-2021-4-17-26.

Introduction

Over the past 30 years, the total amount of labour involved in the manufacture and installation
of ship piping systems has increased from 5% to 10-20% compared to the total labour volume of ship-
building [1]. Many pipeline installation operations are located on the critical line, thus directly affect-
ing the overall progress of shipbuilding. Therefore, one of the important trends in the shipbuilding in-
dustry today is to increase production efficiency through the introduction of new technologies into the
process of manufacturing and installing piping systems, thereby helping to shorten shipbuilding con-
struction time as well as reduce production costs.

Currently, in the world, there have been many studies to improve the technology in the design
and installation of ship piping systems [2—4]. However, the solutions have not yet completely met the
needs of reality, the workload as well as the labour time related to the installation of the ship’s pipeline
system still accounts for a high proportion. In other words, there is still a technological gap between
these stages, making the pipe system drawings from design to implementation always have errors that
are difficult to overcome. Although the number of research works has been relatively large, many prob-
lems still exist in the process of manufacturing and installing ship piping systems, even at many ship-
yards, it is still applied. The methods are quite rudimentary, highly dependent on the skill of the
craftsman. This requires research to develop more effective support tools to fill in the technological
gaps in this process.

Stemming from that practical need, the author believes that it is necessary to focus on researching so-
lutions to improve technology in the process of manufacturing and installing ship pipeline systems, building
a mathematical model to support the process. The process of designing and installing the pipeline system in
the direction of enhancing prefabricated pipes, minimizing the number of pipes that need to be pre-sized in
the installation space on the ship. In this solution model, it is necessary to forecast and calculate the size de-
viation compensation area to compare with the deviation area that may occur, thereby making appropriate
recommendations in the manufacture and installation of pipelines. The research results will be the premise
to propose a new solution in the field of design and installation of ship piping systems, thereby helping to
reduce labour costs and execution time of shipbuilding orders.

Research on the possibility of manufacturing straight pipe sections with permissible devia-
tions in combination with free flanges

The proposed solution solves the problem mentioned above related to the need to perform at
post-design stage, analyze the pipeline route according to technology and manufacturability without the
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need for on-site dimensioning. Directional analysis determines the conditions and the possibility
of compensating for dimensional coordinates deviation in relation to the position of the components
connected to the pipeline route, considering the tolerances of the pipe fabrication.

During the pipeline fabrication process, with the help of the machine platform (CGT-160,
CGT-160M, flat platform) we can manufacture straight pipes with the allowable deviation at the con-
nector (displacement straight pipe). According to this principle, the top and bottom faces of the pipe
are always parallel to each other but will not be perpendicular to the axis of the pipe (Fig. 1). The angu-
lar deviation from the perpendicular direction is within the limits of the standard documents, here we
take the standard of the Russian Federation [5, 6]. Rotation of these tubes is possible during pipeline
assembly which will probably eliminate actual deviations.

o

Fig. 1. Straight pipe made with permissible deflection on flat support

According to this method, the connector will be installed not perpendicular to the axis of the
pipe. These deflection angles are specified in the respective standard documents. In the book OST in-
dustry standard 5.95057-90 of the Russian Federation, it is specified that the value of the limit devia-
tion of the flange relative to the direction perpendicular to the axis of the pipe is according to the size
of the diameter of the gasket of that pipe (Table).

The value of the limit deviation of the flange from the perpendicular to the pipe axis

Condition diameter, mm Limit deviation value of flange from the perpendicular of pipe axis, mm
Under 100 2,0
From 100 to 200 4,0
From 200 to 400 6,0

In order to develop the technology of manufacturing and installing ship piping systems in the di-
rection of no pre-measurement of dimensions in the field, it is indispensable for free flanges. The use
of free flanges greatly reduces the load on pipe fabrication and assembly: no precision is required with
flange holes with bolts, so the flanges can rotate freely to any angle (Fig. 2).

Fig. 2. Free flange attached to the end of the welded pipe
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Direct flange mounting to pipes with offsets shall be within the specified range of the standards.

The specific deviation when assembled at the connections between pipes should not exceed the
values specified in the Standard with the corresponding parameters in Figure 3. The prospect of applying
the results of this study is to use them in the design, manufacture and assembly of ship piping systems.

Fig. 3. Permissible deviation a when fitting connections between pipes

Analysis of deviation compensation for pipelines through the use of straight pipe sections
manufactured with permissible tolerances

Assembling ability of straight pipe sections in curved pipelines.

We consider a pipeline with the form shown in Figure 4, consisting of two straight pipes parallel
to each other and two curved pipes. The offset for the pipeline will be done step by step.

Theoretical position

Route displacement by
rotating the tube

[

Fig. 4. Install the pipeline according to the theoretical state of the end pipe:
1, 3 - straight pipe segments fabricated with allowable deviations; 2, 4 - curved pipe

The first step moves the route from the theoretical position through the application of straight
pipe segments fabricated with allowable deviations / and 3 (Fig. 4). The corresponding state of the
pipeline is located at position I in Figure 5.
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B
(exaggeration)

II
|

| IIT - Actual position of the

the deviation pipeline after installation

compensation area

Fig. 5. Eliminating pipeline deviation by using two parallel straight lines: /, 3 - straight pipe segments fab-
ricated with allowable deviations; 2, 4 - curved pipe; P - deviation between the theoretical state
and the actual state of the end point to be connected to the pipeline; I - the state of the pipeline after applying
straight pipes made with permissible deviations / and 3; II - the state of the pipeline after turning the pipe /
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In the second step, we proceed to remove the deviation of the position of the fixed connector limiting
the pipeline (P) by the following steps: Initially, we rotate the straight pipe / angle to move the pipeline to
position II (Fig. 5). When rotating at the connection of pipe / care should be taken to control so that the di-
rection of all components in the pipeline installed after pipe / is always parallel to their initial state.

At position II we continue to rotate the pipeline to the position to be reached (position III)
through the rotation of the deviation pipe 3. After turning pipe 3 a necessary angle value to compensate
for the deviation should be noted to return to pipe 4 a corresponding angle, but in the opposite direc-
tion, then the last segment of the pipeline will reach the required position of the installation process -
that is the actual state of the pipeline (Fig. 5).

Thus, just with two straight pipe segments lying in the pipeline, either parallel to each other, or on the
same line, we can move the end point of the pipeline in two directions of the coordinate axis. Again, we
specify the amount of machining residue that coincides with the direction of the straight pipe segments.

The condition to be able to completely compensate for deviation, without using a compensator
tube, is that there should be 2 pairs of straight pipes lying not coaxially in the pipe (Fig. 6, 7).

3 4 5 AY

> »
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N

Fig. 6. Pipeline deviation compensation by two pairs of straight pipes:
1, 2,4, 5 - straight pipe segments fabricated with allowable deviations; 3 - curved pipe
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Fig. 7. Compensation area when using rotation of two pairs of deviated straight pipes
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To eliminate the deviation AZ, we rotate the second pair of straight pipes, pipes 4 and 5 (Fig. 6).
As a result, the pipeline will move to the position required for assembly while preserving the re-
quired orientation of the end of the pipeline. The compensation area of each pair of straight pipes is
the plane bounded by a circle whose diameter is equal to the sum of the displacements of the pair
of straight pipes.

To create a block offset it is necessary to use a consecutive combination of two planar
offsets (Fig. 7).

Proposing solutions for manufacturing and installing ship piping systems in the direction
of not pre-measurement of dimensions at the field

The traditional technology of performing the fabrication and assembly of the ship’s piping sys-
tem in separate areas of the ship [2, 7, 8], will typically be implemented in the following steps:

1. Pre-assembly of manufactured pipes;

2. Adjustment of connections of compensating pipes on board, or in the presence of special-
ized machines at the plant;

3. Complete fabrication of compensating pipes at the factory (welding assigned joints, chemi-
cal treatment);

4. Assembling the compensating tubes;

5. Pressure test for the pipeline system.

Through the preliminary study of the possibility of compensating for deviation for the pipeline
by rotating pairs of straight pipes in the pipeline, it is possible to design all the pipes in the pipeline
from the beginning without having to measure the dimensions in advance scene. According to this
proposed solution, the works to be carried out on the construction site will take place in 2 stages:
1 +2 and 4 + 5, because the fabrication of the compensating pipes will be done at the same time as
the construction process. prefabricated general pipelines, thereby allowing them to be bent at each
individual route at the final stage of the main pipeline assembly. The interruption time between the
two construction stages will be significantly reduced because we have reduced step 3 in the pipe fab-
rication process. Thus, by reducing the amount of labor associated with pipelines, this approach will
set the stage to help shorten shipbuilding time.

According to the analysis shown above, we can see that it is possible to study and build a new
technological solution to support the installation of pipelines, taking into account the design charac-
teristics of the pipeline system of the ship’s pipeline system. The set-up method is applied at the
post-design, technical-technological preparation stage for pipelines and their installation, including:

— the method of determining the possibility of laying the pipeline and the meaning of the tech-
nological residue indicated at the end of the correction pipes;

— technology of manufacturing and installing pipes according to design information combined
with the application of rotation of straight pipes manufactured with permissible deviations at the
connections.

Once the automatic analysis system is built, the technology-oriented route analysis will be
specified after the preliminary routing of the pipeline route and division of the route into branched
pipes and joints (Fig. 8).

The activities in the dashed section are the actions that the author proposes to add in the pipe-
line system design and installation process. Implementing this process will help improve the tech-
nology, ensure the accuracy in the actual construction and installation of the ship’s pipeline system.

Conclusion

The establishment of new theoretical and methodological solutions mentioned above will help
improve the pipeline technology on the basis of geometric prototyping and the deflection compensation
of the pipeline. These solutions will eliminate the need for on-site dimensioning, saving construction
time and labour efforts in the piping section when fulfilling shipbuilding orders, as well as increasing
efficiency of workers in the shipyards.

23



ISSN 2073-1574. Becmnux AI'TY. Cepusa: Mopckasa mexuuxa u mexuonozus. 2021. Ne 4
Cyoocmpoerue, cyoopemoHm u dKkcniyamayus ¢proma

Pipeline design in CAD

A 4

Preliminary routing of pipeline route =~ d-----=-=-==-=—-————-—-—-—-- -

A 4

Dividing duct glands into
component tubes

I T

Check the installation ability
of the pipeline routes

Determining the degree to ensure the E
installation ability of the pipeline '

Export drawings to fabrication of pipe

Fabrication of pipes according
to preliminary design and installation
information

_________________ I

Determine ability to remove false reality
during installation

Completing the installation and pressure
testing pipeline

Fig. 8. Flowchart of applying the research results in manufacturing and installing the pipeline system
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