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Synopsis :

In order to cope with the requirements of a larger scale, higher tensile strength and
higher product quality in steel box columns built up from steel segments, a new
production line for Kawasaki Steel's "River Box-W" products was constructed and put
into operation in February 1992 at the Chiba Steel Structure Fabrication Center. In the
new line, all pieces of the apparatus installed in each production process are based on
Kawasaki Steel's unique development work and concepts. This report explains the
production method for "River Box-W" and the main production apparatus involved in
this project, and describes the KX welding method for corner seams, which is the key

technique, and the low heat input CES method for installing internal deaphragms.
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New Assembly Line for Steel Built-up Box Column “River Box-W”
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In order to cope with the requirements of a larger scale, higher tensile strength and higher product quality in steel box
columns built up from steel segments, a new production line for Kawasaki Steel’s “River Box-W"” products was constructed
and put into operation in February 1992 at the Chiba Steel Structure Fabrication Center. In the new line, all pieces of the
apparatus installed in each production process are based on Kawasaki Steel’s unique development work and concepts. This
report explains the production method for “River Box-W"” and the main production apparatus involved in this project, and
describes the KX welding method for corner seams, which is the key technique, and the low heat input CES method for

installing internal diaphragms.
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Fig. 1 Fabrication procedure for River-Box W
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Table 1 Production range of River-Box W 7L — AP — e —F 154k
: - S e iR NC HH, 2577 & — i
Dimension Production range
- (2 #4175 4MEmML¥E (Photo 1)
Diameter {mm) 400~1 100
Plate thickness {mm?) 16~65 (1 pass)
=70 {(multi-pass)
Length {(mm) Max. 15 000
Weight (tf) Max. 20
Steel grade ~SM 570
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Fig. 2 Box column “River-Box W production-line layout
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Fig. 3 Relationship between plate thickness and welding

speed of KX method !

Photo 5 An example of macre-etch specimen of 3KX
method joint (65 mm)
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