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WELDING STAGE I: §FILLET WELDING OF MULTIBLE FLANGE PLATES (IF ANY)}
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1. ALL THE WELDING IS TO BE DONE ENTIRELY IN DOWN HAND POSITION. S INDICATES SUBMERGED ARC WELDING.
| | 2. RUN—ON AND RUN-OFF PIECES SHALL BE PROVIDED.
se e e e e il bl 3. AFTER EACH RUN OF WELDING, PLATES SHALL BE CHECKED FOR DEFORMATION.
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¢ote 20n2 . " ALL THE WELDING IS TO BE DONE ENTIRELY IN DOWN HAND POSITION. S INDICATES SUBMERGED ARC WELDING. NOs. 1, 2, 3 ETC.
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eess so e tsee oo TO WELD GIRDERS WITH SINGLE HEAD MACHINE, FLANGES AND WEBS ARE TO BE SET IN FIXTURE AND TACKED.
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BEYOND PERMISSIBLE LIMITS, THE SAME SHALL BE RECTIFIED BEFORE NEXT STAGE WELDING IS TAKEN UP.
DETAILS OF FIRST ROW OF HOLE DETAILS OF FIRST ROW OF HOLE WELDING STAGE lil: (PROVIDING STUD SHEAR CONNECTORS)
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1. STUD WELDING SHOULD BE DONE IN WORKSHOP.
2. IF GIRDERS ARE TO BE HANDLED AFTER WELDING OF STUD SHEAR CONNECTORS, THE STUDS SHALL BE PROTECTED SUITABLY TO
Qﬁ ENSURE THAT THERE IS NO DAMAGE TO THEM.
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6. CAMBER IS TO BE PROVIDED BY CUTTING WEB PLATE IN PROFILE AS PER DIMENSION INDICATED IN CAMBER DIAGRAM. THE HEIGHT OF WEB PLATE _y SHALL NOT BE USED, COPYED OR REPRODUCED IN PART OR WHOLE WITMOUT
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4. WEB SPLICE PLATE IS STRAICHT AND THE HOLES IN THESE PLATES ARE AS PER DETAILS GIVEN IN DRG. NO. RDSO/B—11754/1R2. SCAE.  AS SHOTRN
3. FLANGE SPLICE PLATES ARE TO BE BENT TO SUIT THE CAMBER PROFILE OF GIRDER. IT IS EXPECTED THAT THE PLATES WILL BEND DURING BOLT 30.5M SPAN COMPOSITE
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