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Fig.1 Steel caisson structure
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Table 1 Welding process parameters
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Fig.4 Unit pieces assembling on tire rack
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Fig.5 Precision assembling of various pieces
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Fig. 6 Truss element positioning welding
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Fig.7 Outer unit — size control
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Fig.8 On -site steel assembly diagram
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Fig. 10 Fillet weld real map
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The processing and precision control of large thin-wall steel caisson

Peng Wu ,Lin Fan ,Zhao Qiang ,Ma Jianlei
(CCCC Second Highway Engineering Co. , LTD. , Xi’an 710065, China)

[ Abstract]| It was discussed the proper choice for processing and welding technology of large thin-wall steel

caisson in Taizhou Bridge. According to the caisson’s characteristics of large size and thin wall, reasonable welding

and assembly methods were adopted to effectively control precision in the processes of fabricating and assembling

pieces of each unit and the whole caisson, and the welding and anti-deformation precision of thin-wall steel sheet

can be controlled too. Thus the processing quality was guaranteed.
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