DISCLAIMER

The details like name of project, name of fabricator , etc. are indicative only.
These should never be referred for any WPSS related matters. Only the technical
details should be referred and followed for the WPSS purpose.



Model WPSS for
Railway BOW STRING GIRDER
(with SV Loading and Congestion Factor)



Railway BOW STRING GIRDER
(with SV Loading and Congestion Factor)
72.0m clear span 3 lane
Model WPSS No: RDSO/Infra-ll/B&S/ROB/BSG/
WPSS/72.0 series (42 Nos)
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Cver Bridge (2 x 72.0 m Clear Span Bow Siring Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

Name & address of fabricator

Welding Procedure Specification Mo,

1.  RDSO Drawing

2. Weld Joint description

3. Base Metal

4,  Welding Process

5. Welding Position

6.  Welding Consumable
6.1. Electrode/Wire

6.2. Flux

6.3 Shielding Gas
7. Base metal preparation

7.1 Joint design details

7.2 Joint preparati :

1260

NAALSONS ENGINEERS (I) PVT. LTD.
NEIPL/BSG/WPSS/72.0m/01/22-23 Rev 0

RDSO/B-10425 # Bottom Long Beam

Section 1-1, Top / Bottom Flange. Pl. to Side PI. Outside
Location.

Fillet (10 mm)

25 mm & 25 mm IS 2062-11: E 350 B0, Fully Killed.
Normalized / Control cooled

S.AW.
Flat

50
Class: W2 of IRS M. 39M0 Q’//\_D
Type: Copper coated mild steel wire St o (TR
Drying method: N.A. e TTET ricer (M
Class: F2 of RS M. 3920017927 s B8 qqrua
Type: Agglomerated ..‘.-ni' W

Drying method: Recommendation of Manufacturer or 250°C for
one hour before use.

N.A.

Fusion faces and adjacent surfaces are cleaned and made free
from cracks, notches, mill scale, grease, paint, rust etc., which
may affect weld quality,

(Sketch showing arrangements of parts, weld groove details,
passes & their sequence Etc.,)
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SECTION 1-1

As per IS 4353 - 1995, CL.7,
IRS B1-2001.CL 17.3 & WBC -2001



WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

o

8
9.

Welding Current
Welder Qualification

10. Welding parameters and technique

10.1 Welding Parameters:

Type: DC, Polarity: Reverse
As per IS 7310 (Part [) - 1974

Weld Electrode/ | Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wire dia. (Amps) | Voltage Speed Speed Stick-out (V'min)
(mm) (volt) (m/min) (m/min) (mm)
1 4 480-530 28-32 1.2-1.4 0.40-0.45 15-20 N.A.
2 4 500-550 28-32 1.2-14 0.40-0.45 15-20 N.A.
10.2 Welding sequence and technique : Welding from run on to run off tabs at the free

11,
12.
13.
14,
15.
16.
17.

18.
19.

Ends

=
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Provision of run-on/run-off tabs

Cleaning of weld bead before laying of next weld bead
Root preparation before welding other side of groove weld
Preheating and inter-pass temperature

Peening

Post welds treatment

Rectification of weld defect

-E ]
per CL. 32.2 of IS 9595-96, using .‘E‘c]ass of electrodes of
specification. IRS M. zsmﬁm conducting D P Test

Inspection of Weld

Any other relevant details None

Visual, D.P. Test & Macro Etching

:Yes Q&? nant MR

SNANSD> g
:NA,

:150°C

:N.A,

tN.A.

By grinding of the defective weld & rectifying the weld as
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WELDING PROCEDURE SPECIFICATION SHEET

FProposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

MName & address of fabricator

Welding Procedure Specification No.

1,

=

R e

6.2.

T

RDSO Drawing

Weld Joint description
Base Metal

Welding Process
Welding Position
Welding Consumable

. Electrode/Wire

Flux

. Shielding Gas

Base metal preparation

Joint design details

NAALSONS ENGINEERS (1) PVT. LTD.
NEIPL/BSG/WPSS5/72.0m/02/22-23 Rev 0

RDSO/B-10425 # Hanger

Section on 2-2, Top/Bottom Flange. Pl to Side PL. Outside
Location.

Fillet (10 mm)

3I2mm & 25 mm IS 2062-11: E 350 B0, Fully Killed.
Normalized/Control cooled

SAW.

Flat

Class: W2 of IRS M. 39-206+2° 7

Type: Copper coated mild steel wire

Drying method: N.A.

Class: F2 of IRS M, 392001207

Type: Agglomerated

Drying method: Recommendation of Manufacturer or 250°C for
one hour before use.

N.A.

Fusion faces and adjacent surfaces are cleaned and made free
from cracks, notches, mill scale, grease, paint, rust etc., which
may affect weld quality.

(Sketch showing arrangements of parts, weld groove details,
passes & their sequence Etc.,)

570 S (Y
sg- - l_...r-"'_"_: ! ! k\fq
N ALL FOUR ™ : R
CORNERS pos! rga &%
: E 25 25 ﬁn-_jn'-.i
%‘L
600
SECTION 2-2

As per IS 4353 — 1995, CL.7,

i IRSB1-2001.CL 17.3 & WBC -2001
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow Siring Steel Girder) at Railway km-445/27-29
berween stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

8. Welding Current
9. Welder Qualification

10. Welding parameters and technique:

Type: DC, Polarity: Reverse
Asper IS 7310 (Part 1) - 1974

10.1 Welding Parameters:

Weld Electrode/ | Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wire dia. (Amps) | Voltage Speed Speed Stick-out (Vmin)
(mm) (volt) (m/min) (m/min) (mm)
1 4 480-530 28-32 1.2-14 0.40-0.45 15-20 MN.A.
2 4 500-550 | 28-32 12-1.4 0.40-0.45 15-20 N.A.

10.2 Welding sequence and technigue : Welding from run on to run off tabs at the free
ends,

[4] Jezzzzezzzazrzrzd A
~

| wog |
o |
o |

SN
11.  Provision of run-on/run-off tabs : Yes
12, Cleaning of weld bead before laying of next weld bead
13.  Root preparation before welding other side of groove weld i N.A.

14.  Preheating and inter-pass temperature 1 150°C
15. Peening :N.A.
16.  Post welds treatment TNLA,

17.  Rectification of weld defect By grinding of the defective weld & ré::tifying the weld
-1

as per Cl. 32.2 of IS 9595-96, using A3 class of
electrodes of specification. IRS M, 28-074fer
conducting D P Test.

18.  Inspection of Weld Visual, D.P. Test & Macro Etching

19.  Any other relevant details : None
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

Name & address of fabricator
Welding Procedure Specification No.

1. RDSO Drawing

. Weld Joint description
3. Base Metal

4,  Welding Process
Welding Position
Welding Consumable
6.1 Electrode/Wire

>

62, Flux

6.3 Shielding Gas
7. Base metal preparation

7.1 Joint design details

1200

7.2 Joint preparati

NAALSONS ENGINEERS (1) PVT. LTD.
NEIPL/BSG/WPSS/72.0m/03/22-23 Rev 0

RDSO/B-10425 # Arch
Section on 3-3, Top / Bottom Flange. P1. to Side Pl. Outside
Location
Fillet (10 mm)
36 mm & 32 mm IS 2062-11: E 350 B0, Fully Killed.
Normalized/Control cooled
S.AW.
Flat
9.0
Class: W2 of IRS M. 392601 2¢
Type: Copper coated mild steel wire
Drying method: N.A. 2.8
Class: F2 of IRS M. 39-20617°
Type: Agglomerated
Drying method: Recommendation of Manufacturer or 250°C for
one hour before use.
N.A.
Fusion faces and adjacent surfaces are cleaned and made
free from cracks, notches, mill scale, grease, paint, rust
etc., which may affect weld quality.

(Sketch showing arrangements of parts, weld ve details,
passes & their sequence Etc.,) QD
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SECTION 3-3

As per IS 4353 — 1995, CL.7,
IRS B1 -2001. CL 17.3 & WBC —2001




WELDING PROCEDURE SPECIFICATION SHEET
Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29

between stns. Hathidah JN -Rampur Dumra at Road Chainage 2024306 of NH-31 state of Bihar,

Welding Current
9, Welder Qualification

10. Welding parameters and technique:

Type: DC, Polarity: Reverse
As per 1S 7310 (Part I) - 1974

10.1 Welding Parameters:

Weld | Electrode/ | Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wire dia, (Amps) | Voltage Speed Speed Stick-out {V'min)
(mm) (volt) {(m/min) (m/min) (mm)
| 4 480-530 28-32 12-1.4 0.40-0.45 15-20 N.A.
2 Bl 500-550 28-32 12-14 0.40-0.45 15-20 N.A.

10.2 Welding sequence and technique : Welding from run on to run off tabs at the free

ends.

|4 |1 P ,a_f-.'_f-:;f:f;l 1]

s

Y (2]

|2

11.  Provision of run-on/run-off tabs : Yes

. ey (=%
12.  Cleaning of weld bead before laying of next weld bead DA S vy AT o e
13.  Root preparation before welding other side of groove weld ‘N.A. X! il ;;“._. 2
14, Preheating and inter-pass temperature 1 150°C =
15. Peening i NLA.
16.  Post welds treatment NA

17.  Rectification of weld defect By grinding of the defective weld & rectifying the weld as per
Cl. 32.2 of IS 9595-96, using ;531::1:;5 of electrodes of
specification. IRS M. 28-03 Gfter conducting DP Test

Visual, D.P. Test & Macro Etching i

None

18, Inspection of Weld

19.  Any other relevant details
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

Name & address of fabricator:

Welding Procedure Specification No.

ool

o oowoa

RDSO Drawing

Weld Joint description
Base Metal

Welding Process
Welding Position
Welding Consumable

.1 Electrode/Wire

6.2 Flux

6.3 Shielding Gas

7.

Base metal preparation

7.1 Joint design details

7.2 Joint preparation___

—— ///_’__,_._—-_._\_‘_‘\
NS £ S owiale /N

NAALSONS ENGINEERS (I) PVT. LTD.
NEIPL/BSG/WPSS/72.0m/04/22-23 Rev 0

RDSO/B-10425 # Intt, Bottom Cross Beam
Section on 4-4, Top Flange. PIl. to Web PL

Fillet (10 mm)
18 mm & 16 mm IS 2062-11; E 350 B0, Fully Killed.
MNormalized/Control cooled

S.AW,
Flat
2.0
Class: W2 of IRS M. 3920612 gl
mi>
Type: Copper coated mild steel wire "““"{,"’.\. 1Y

Drying method: N.A.

o 020
Class: F2 of IRS M. 39-2061 7
Type: Agglomerated
Drying method: Recommendation of Manufacturer or 250°C for
one hour before use,
N.A.

Fusion faces and adjacent surfaces are cleaned and made free
from cracks, notches, mill scale, grease, paint, rust etc., which
may affect weld quality,

(Sketch showing arrangements of parts, Weld groove details,
passes & their sequence Etc.,)
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SECTION 3-34-%

As per 1S 4353 — 1995, C1.7,
IRS B1-2001. CL 17.3 & WBC -2001
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WELDING PROCEDURE SPECIFICATION SHEET

Froposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Raitway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

8. Welding Current
9. Welder Qualification

Type: DC, Polarity: Reverse
As per IS 7310 (Part 1) - 1974

10. Welding parameters and technique:

10.1 Welding Parameters:

L BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN AR BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN B

Weld Electrade/ Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wire dia. (Amps) | Voltage Speed Speed Stick-out (Vmin)
(mm) {volt) {m/min) (m/min) | (mm}
1 4 480-530 28-32 1.2-14 0.40-0.45 | 15-20 N.A.
2 4 500-550 28-32 1.2-1.4 0.40-0.45 15-20 N.A.
10.2 Welding sequence and technique : Welding from run on to run off tabs at the free
ends.
(D 1 @ .b\%ﬁb
ok ‘ -"",":\I kﬂl
11.  Provision of run-on/run-off tabs : Yes qgre® T ¢
- cEa?
12,  Cleaning of weld bead before laying of next weld bead L NAL R g GYEIY e
13, Root preparation before welding other side of groove weld : NLA, '
14.  Preheating and inter-pass temperature : 150°C
15.  Peening :N.A,
16.  Post welds treatment T NA,

17. Rectification of weld defect : By grinding of the defective weld & rectifying the Weld
as per Cl. 32.2 of 15 9595-96, using ﬂﬁﬁ;s of electrodes
of specification. IRS M. Zﬁﬁ%sﬁcr conducting D P Test

18.  Inspection of Weld : Visual, D.P. Test & Macro Etching

19.  Any other relevant details : None
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Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29

WELDING PROCEDURE SPECIFICATION SHEET

between sins. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

Mame & address of fabricator:

Welding Procedure Specification No.

L.

Tad

oo w s

a1

RDSO Drawing

Weld Joint description
Base Metal

Welding Process
Welding Position
Welding Consumable
Electrode/Wire

6.2 Flux

6.3 Shielding Gas
g

Base metal preparation

7.1 Joint design details

7.2 Joint prepa’rglinn,_

-y

NAALSONS ENGINEERS (I) PVT. LTD.
NEIPL/BSG/WPSS/72.0m/05/22-23 Rev 0

RDSO/B-10425 # Intt. Bottom Cross Beam
Section on 4-4, Bottom Flange. Pl. to Web PL.

Fillet (10 mm)

25 mm & 16 mm IS 2062-11: E 350 BO, Fully Killed.

Normalized/Control cooled
S.AW,
Flat

Class: W2 of IRS M. 3926672
Type: Copper coated mild steel wire
Drying method: N.A.
Class: F2 of IRS M. 39-200+ 2
Type: Agglomerated

ey o

(3% “f"\w

daweWI® .

™ Fr

Drying method: Recommendation of Manufacturer or 250°C for

one hour before use.

N.A.

Fusion faces and adjacent surfaces are cleaned and made free

from cracks, notches, mill scale, grease, paint, rust etc., which

may affect weld quality.

(Sketch showing arrangements of parts, Weld groove details,

passes & their sequence Etc.,)
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VARIES FROM 863 10 1295
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SECTION 334 -4

As per [S 4353 — 1995, CL.7,
F IRS B1-2001. CL 17.3 & WBC -2001
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-3/1 state of Bihar.

8. Welding Current : Type: DC, Polarity: Reverse
9. Welder Qualification : As per I8 7310 (Part I) - 1974
10. Welding parameters and technique:
10.1 Welding Parameters:

Weld Electrode/ Current Arc Wire Feed Travel Electrode Gas flow
Pass Wire dia, (Amps) | Voltage Speed Speed Stick-out (I/min)
(mm) (volt) {m/min) (m/min) (mm)
| ' 4 480-530 28-32 1.2-1.4 0.40-0.45 15-20 N.A.
2 4 500-550 28-32 1.2-1.4 0.40-0.45 15-20 N.A,
10.2 Welding sequence and technique : Welding from run on to run off tabs at the free
ends.

@ i @ \:-.:\“db |
11.  Provision of run-on/run-off tabs *Yes pidl L Ll
12.  Cleaning of weld bead before laying of next weld bead : N, \>dee qonte 195 |
13.  Root preparation before welding other side of groove weld NA.
14.  Preheating and inter-pass temperature 1 150°C
15. Peening N.A.
16. Post welds treatment :NA,

I7.  Rectification of weld defect : By grinding of the defective weld & rectifying the Weld
as per CL 32.2 of IS 9595-96, using ﬁ;ﬁ;s& of electrodes
of specification. IRS M. 23-92%‘%& conducting D P Test

18.  Inspection of Weld : Visual, D.P. Test & Macro Etching

19.  Any other relevant details : None
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WELDING PROCEDURE SPECIFICATION SHEET
Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between sins. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar,
Name & address of fabricator: NAALSONS ENGINEERS (I) PVT. LTD.
Welding Procedure Specification No. NEIPL/BSG/WPSS5/72.0m/06/22-23 Rev 0
l. RDSO Drawing RDS(/B-10425 # End Bottom Cross Beam
Section on 5-5, Top/Bottom Flange. Pl. to Side Pl. Outside
Location
2. Weld Joint description Fillet (10 mm)
3. Base Metal 25 mm & 25 mm 15 2062-11: E 350 B0, Fully Killed.
Normalized/Control cooled
4. Welding Process S.AW.
5. Welding Position Flat
6. Welding Consumable -
6.1 Electrode/Wire Class: W2 of IRS M. 39-206T 2 %
Type: Copper coated mild steel wire
Drying method: N.A. p20
6.2 Flux Class: F2 of IRS M. 39-2661 7
Type: Agglomerated
Drying method: Recommendation of Manufacturer or 250°C for
one hour before use.
6.3 Shielding Gas N.A.
7. Base metal preparation Fusion faces and adjacent surfaces are cleaned and
made free from cracks, notches, mill scale, grease,
paint, rust etc., which may affect weld quality.
7.1 Joint design details (Sketch showing arrangements of parts, il ERLL
Weld groove details, passes & their sequence Etc.,) - . s ¢ (M
570 : .;-.~;:.|4 i
qyed® i
ET FOUR '
ﬁ CORNERS
le 25 25 ||
o
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el DP 12 THK.
PLATE
600

7.2 Joint preparation

T

SECTION 5-5

As per IS 4353 - 1995, CL.7,
IRS Bl -2001.CL 17.3 & WBC -2001



WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between sins. Hathidah JN -Rampur Dumra at Road Chainage 202+ 306 of NH-31 state of Bihar.

8 Welding Current Type: DC, Polarity: Reverse

9. Welder Qualification As per IS 7310 (Part 1) - 1974

10. Welding parameters and technique

10.1 Welding Parameters:
Weld Electrode/ | Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wire dia. (Amps) | Voltage Speed Speed Stick-out (Vmin)

{mm) (volt) (m/min) (m/min) (mm)
I 4 480-530 28-32 1.2-1.4 0.40-0.45 15-20 N.A.
2 4 500-550 28-32 1.2-14 0.40-0.45 15-20 t MN.A.

10.2 Welding sequence and technique

18.
19

77

ARSI AR

ALY,
NSRS PELA SIS IR

[u]
4

Provision of run-on/run-off tabs

Cleaning of weld bead before laying of next weld bead

Root preparation before welding other
Preheating and inter-pass temperature
Peening

Post welds treatment

Rectification of weld defect

Inspection of Weld

Any other relevant details

: Welding from run on to run off tabs at the free
ends.

side of groove weld
1 150°C
:N.A.
:N.A
By grinding of the defective weld & Ec;jliphg the Weld
as per Cl. 32.2 of IS 9595-96, using 73 class of electrodes
of specification. IRS M. 28-07after conducting D P Test
Visual, D.P. Test & Macro Etching -

None
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WELDING PROCEDURE SPECIFICATION SHEET

Praposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

MName & address of fabricator

Welding Procedure Specification No.
1.

6.
6.1

RDSO Drawing

Weld Joint deseription
Base Metal

Welding Process

Welding Position

Welding Consumable
Electrode/Wire

6.2 Flux

6.3 Shielding Gas

F

Base metal preparation

7.1, Joint design details

7.2 Joint preparation

o

>

"f'_l ,: ) m.

NAALSONS ENGINEERS (I) PVT. LTD.
NEIPL/BSG/WPSS/72.0m/07/22-23 Rev 0

RDSO/B-10425 # Top Tie Beam
Section on 6-6 Top/Bottom Flange. PI. to Side Pl.
QOutside Location

Fillet (10 mm)

25 mm & 25 mm I8 2062-11, E 350 B0, Fully Killed.
Normalized/Control cooled

S AW,

Flat

e
Class: W2 of IRS M. 39-206+ 2 ¢
Type: Copper coated mild steel wire
Drving method: N.A.

Class: F2 of IRS M. 392001 272 7 oA

Type: Agglomerated i | (g
Drying method: Recommendation of Manufacturer |  (i ieee (M
or 250°C for one hour before use. g wPETHE awad

N.A, qu'-‘d'*“'ju
Fusion faces and adjacent surfaces are cleaned and
made free from cracks, notches, mill scale, grease,
paint, rust ete., which  may affect weld quality.

(Sketch showing arrangements of parts,
Weld groove details, passes & their sequence Etc.,)
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SECTION 6-6

As per 18 4353 - 1995, CL.7,
| IRS B1-2001.Cl 17.3 & WBC -2001
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar,

8.

Welding Current

9. Welder Qualification
10. Welding parameters and technique:

10.1 Welding Parameters:

Type: DC, Polarity: Reverse

As per IS 7310 (Part 1) - 1974

Weld Electrode/ | Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wire dia. (Amps) | Voltage Speed Speed Stick-out {V/min)
(mm) (volt) {m/min) {m/min) (mm)
1 4 480-530 28-32 ' 12-1.4 (.40-0.45 15-20 MN.A.
2 4 500-550 13-33J 12-1.4 0.40-0.45 15-20 N.A.

L B B BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN B AN B N NN

10.2 Welding sequence and technique : Welding from run on to run off tabs at the free

ends.
|+| zzzzzzzzzzzzZZ ) %p
N N >
LN
::H r:“j ‘W‘?ﬂ goarch t}n: o ?
|8 [ \EZzzzzrrzzrY 3 ee¥®
11.  Provision of run-on/run-off tabs ! Yes
12, Cleaning of weld bead before laving of next weld bead AL S
13, Root preparation before welding other side of groove weld T NLAL
14.  Preheating and inter-pass temperature N “;m\gdﬁkb
15.  Peening b ol S L
16.  Post welds treatment N.A,

17.  Rectification of weld defect : By grinding of the defective weld & rectifying the weld as
per CL. 322 of IS 9595-96, using A3 Ejl:s:s of electrodes of
specification. IRS M, ZS»D%gftcr conducting D P Test

Visual, D.P. Test & Macro Etching s

None

18. Inspection of Weld

19.  Any other relevant details
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WELDING PROCEDURE SPECIFICATION SHEET

Praposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

Name & address of fabricator

Welding Procedure Specification No.

1. RDSO Drawing

b

Weld Joint description
Base Metal

Ll

Welding Process

Welding Position

Welding Consumable
1 Electrode/Wire

B

6.2 Flux

6.3 Shielding Gas
7. Base metal preparation

7.1. Joint design details

7.2 Joint preparatig)

NAALSONS ENGINEERS (1) PVT. LTD.
NEIPL/BSG/WPSS/72.0m/08/22-23 Rev 0

RDSO/B-10425 # Top Diagonal Tie Beam

Section on 7-7 Top/Bottom Flange. P1. to Side PL.
Outside Location

Fillet (10 mm)

18 mm & 18 mm IS 2062-11, E 350 B0, Fully Killed.
Normalized/Control cooled

SAW.

Flat

q09°
Class: W2 of IRS M. 39-2004 2
Type: Copper coated mild steel wire
Drying method: N.A.
Class: F2 of IRS M. 392081 7 2
Type: Agglomerated
Drying method: Recommendation of Manufacturer
or 250°C for one hour before use.
N.A.
Fusion faces and adjacent surfaces are cleaned and
made free from cracks, notches, mill scale, grease,
paint, rust etc., which  may affect weld quality.

(Sketch showing arrangements of parts,

Weld groove details, passes & their sequence Etc.,)
T
q- r 1'1“- tm‘

o=l =

et o

500
464

[’

SECTION 7-7

'!

As per IS 4353 — 1995, CL.7,
IRSB1-2001.CL 17.3 & WBC -2001




WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

qy

8. Welding Current Type: DC, Polarity: Reverse
9. Welder Qualification As per IS 7310 (Part [)— 1974
10. Welding parameters and technique:
10.1 Welding Parameters:
Weld Electrode/ | Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wire dia. (Amps) | Voltage Speed Speed Stick-out {Vmin)
(mm) {volt) (m/min) (m/min) {mm)
1 4 480-530 28-32 1.2-1.4 0.40-0.45 15-20 N.A.
2 4 500-550 28-32 1.2-14 0.40-0.45 15-20 N.A.
10.2 Welding sequence and technique : Welding from run on to run off tabs at the free
ends.
\a] A
(ENN Zesrres 7;'7|?| )] ¢ (M
11.  Provision of run-on/run-off tabs : Yeg weweWIeET
12.  Cleaning of weld bead before laying of next weld bead tNARP>
13.  Root preparation before welding other side of groove weld tN.A, o
14.  Preheating and inter-pass temperature Nt AT
15, Peening (N.A.
16. Post welds treatment tN.A
17. Rectification of weld defect : By grinding of the defective weld & rr@tif‘ying the weld as
per Cl. 32.2 of IS 9595-96, usmg A3 class of electrodes of
specification. IRS M. 28-02 a&cr conducting D P Test
18. Inspection of Weld Visual, D.P. Test & Macro Etching
19.  Any other relevant details None
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

Name & address of fabricator : NAALSONS ENGINEERS (I) PVT. LTD.
Welding Procedure Specification No. NEIPL/BSG/WPS5/72.0m/09/22-23 Rev 0
1. RDSO Drawing - RDSO/B-10425 # Bottom Long Beam Diaphragm
at Section A-A, DP To Bottom/Side PL.- Inside Location
2. Weld Joint description : Fillet (10 mm)
3. Base Metal : 25 mm & 25/18 mm IS 2062-11: E 350 BO, fully killed.
Normalized/Control cooled »fh DPs & DP2
4. Welding Process : F.C.AW.
5. Welding Position ’ Flat'Horizontal-2F

6. Welding Consumable

6.1. Electrode/Wire : Class: 1of IRS M. 46-208345-6419:1996;
Dia. |.2mm, Grade as per AWS A 5.20, E71T-IC
Drying method: N.A.

6.2. Flux - Class: N.A.
Type: N.A.
Drving method: N.A.
6.3. Shielding Gas ' Argon-CO;. Mix
7. Base metal preparation : Fusion faces and adjacent surfaces are cleaned and made free

from cracks, notches, mill scale, grease, paint, rust etc., which
may affect weld quality.

7.1 Joint design details 2 (Sketch showing arrangements of parts, weld groove details,
weld passes & their sequence Etc.,)
- !{J\ 2y (avy
Q . = roer (M
DIAPHRAGM WELDED y . jC ﬁﬁ“:’
ON THREE SIDES WITH posiei™™ o oui@d
_ = 5 10MM FILLET q1el®
PPy solid Plade 8| 8| §2 = vou®
"3 EX T H;;q Xa¢
i} DP1 SOLID PLATE
a 775%1150x18
[ s DETAIL - 6
SECTION B-B
7.2 Joint preparation : Asper IS 10178 —-1995,CL. 8
YN ~ IRS B1-2001.Cl. 17.3 & WBC -2001




ﬂ

WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stins. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

8.  Welding Current Type: DC, Polarity: Reverse
9,  Welder Qualification As per[S 7310 (Part I) — 1974
10. Welding parameters and technique:
10.1 Welding Parameters:
Weld Electrode/ Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wire dia. (Amps) | Voltage Speed Speed Stick-out (/min)
{mm) {volt) (m/min) (m/min) (mm)
1 1.2 180-230 24-28 4-6 N.A, 12-15 16-18
2 12 180-250 24-30 4-6 N.A. 12-15 16-18
10.2 Welding sequence and technique:
o """\.ﬂ%
| ‘Tfﬁﬂﬂ t“'
11. Provision of run-on/run-off tabs ‘N.A qgm™ 53 ATicer (M

12.

Cleaning of weld bead before laying of next weld bead: Prior to weld clean [:lairit-"l"l.ls"c'1':|r_'a.5[:n:Il;]‘s;r couTay WETd

through grinder wire brush/manual removal of any substance which might af-fli:.i:.t.'t]]elq-ualit}' of weld.

. Root preparation before welding other side of groove weld ' NLA
Preheating and inter-pass temperature 1 150°C

. Peening :N.A,

. Post welds treatment :N.A.

Rectification of weld defect : By grinding of the defective weld & rectifying the as per Cl.
Lol
32.2 of IS 9595-96, using B3 class of electrodes of

g s £
specification. [RS M. 28-0F after conducting D P Test

. Inspection of Weld: Visual, D.P. Test & Macro Etching

. Any other relevant details; None
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-3 1 state of Bihar.

Mame & address of fabricator

Welding Procedure Specification No.

1. RDSO Drawing

2. Weld Joint description
Base Metal

i

Welding Process
Welding Position
Welding Consumable

.1 Electrode/Wire

o o m s

6.2 Flux

6.3 Shielding Gas
7. Base metal preparation

7.1 Joint design details

NAALSONS ENGINEERS (1) PVT. LTD.
NEIPL/BSG/WPS5/72.0m/10/22-23 Rev 0

RDSO/B-10425 # Bottom Long Beam

Section 1-1, Top / Bottom Flange. P1. to Side Pl. - Inside
Location

Fillet (10 mm)

25 mm & 25 mm IS 2062-11: E 350 BO, fully killed.
Normalized/Control cooled

F.CAW,

Flat/Horizontal-2F

ol e
Class: [ of IRS M. ¢ﬁ-£0-93&5*64+97!‘9ﬁﬁ.
Dia. 1.2mm, Grade as per AWS A 5.20, E71T-1C
Drying method: N.A.
Class: N.A. Type: N.A.
Dryving method: N.A.
Argon-CO;, Mix
Fusion faces and adjacent surfaces are cleaned and made free

from cracks, notches, mill scale, grease, paint, rust etc., which
may affect weld quality.

(Sketch showing arrangements of parts, weld groove details,
weld passes & their sequence Etc.,)

1200
1150

7.2 Joint preparation

B —

800 L
E ; “‘C'\?' A w1y
{1 g ar (M

| WAwa
28 25

| -

A

SECTION 1-1

Asper[S 10178 - 1995, CL 8
IRS Bl -2001. CL. 17.3 & WBC - 2001
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
berween stns, Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

8. Welding Current Type: DC, Polarity: Reverse
9. Welder Qualification As perIS 7310 (Part I) - 1974
10. Welding parameters and technique:
10.1 Welding Parameters:
Weld Electrode/ Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wire dia. (Amps) Voltage Speed Speed Stick-out {I/min)
(mm) {volt) {m/min) {m/min) (mm)
l 1.2 180-230 24-28 4-6 NA. 12-15 16-18
2ac 1.2 180-250 24-30 4-6 MN.A. 12-15 16-18
10.3 Welding sequence and technique:
1. Provision of run-on/run-off tabs : N.A.

12.

13.
14,
15.
16.
17.

18.
19.

Cleaning of weld bead before laying of next weld bead: Prior to weld clean paint/rust properly

through grinder wire brush/manual removal of any substance which might affect the quality of greld.

Root preparation before welding other side of groove weld

Preheating and inter-pass temperature
Peening
Post welds treatment

Rectification of weld defect :

t NLA,

£ 150°C SRS 3=
-N- , ; il » -.. . B [I'L‘ﬂ
= .A. ek 0

By grinding of the defective ﬁgld & rectif};ing the as per Cl,
2

32.2 of IS 9595-96, using A3 class of electrodes of
o
specification. IRS M. 28-03 after conducting D P Test

Inspection of Weld: Visual, D.P. Test & Macro Etching

Any other relevant details: None
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
berween stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

Name & address of fabricator

Welding Procedure Specification No.

L.

e

== T S

J

RDSO Drawing

Weld Joint description
Base Metal

Welding Process
Welding Position
Welding Consumable
Electrode/Wire

6.2. Flux

6.3. Shielding Gas
7.

Base metal preparation

7.1 Joint design details

7.2 Joint preparatio

825

NAALSONS ENGINEERS (I) PVT. LTD.
NEIPL/BSG/WPSS/72.0m/11/22-23 Rev 0

RDSO/B-10425/5 # Bottom Long Beam - Splice plate,
Section J-J, Details of Splice Elevation View G-G & H-H
Fillet (22 mm)

32 mm & 25 mm IS 2062-11, E 350 BO, fully killed.
Normalized/Control cooled

F.CAW,

Flat/Horizontal-2F

v 2.8
Class: [ of IRS M. 46 -z&@fwnia,l,z
mm, Grade as per AWS A 5.20, E71T-1C
Drying method: N.A.

Class: N.A.

Type: N.A. e\ =
Drying method: N A, O\JM (e
Argon-CO; Mix g WO L

Fusion faces and adjacent surfaces are clea Iaﬁ:d‘

made free from cracks, notches, mill scale, 'gr&ase.

paint, rust etc., which may affect weld quality.

(Sketch showing arrangements of parts, weld groove details,

weld passes & their sequence Etc.,)

AsperlS 10178 — 1995, ClL 8
IRS B1-2001.CL 17.3 & WBC - 2001




WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between sins. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

»E-

8.
9,

Welding Current

Welder Qualification

10. Welding parameters and technique:

10.1 Welding Parameters:

Type: DC, Polarity: Reverse

As perIS 7310 (Part I) - 1974

Weld Electrode/ Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wire dia. (Amps) | Voltage Speed Speed Stick-out (Vmin)
(mm) {volt) {m/min) (m/min) (mm)
| 1.2 180-230 24-28 4-6 MNA, 12-15 16-18
2 1.2 180-250 24-30 4-6 MN.A. 12-15 16-18
3 1.2 180-250 24-30 4-6 N.A. 12-15 16-18
4+ 1.2 180-250 24-30 4-6 NA, 12-15 16-18

10.2 Welding sequence and technique:

11.

12

13.
14.
15.
16.
17.

18.
19.

Welding from run on to run off tabs at the free

ends.

] “’\m‘\b
kr.\'_).a-- ,I'T-|t (m!
g 51T or (M
B nt . gEAa
Provision of run-on/run-off tabs ‘MN.AL T T wa
paTedI®s
. Cleaning of weld bead before laying of next weld bead: Prior to weld clean pai:mrust properly through

grinder wire brush/manual removal of any substance which might affect the quality of weld.

Peening

Post welds treatment

Inspection of Weld
Any other relevant details

Rectification of weld defect :

Preheating and inter-pass temperature

By grinding of the defective weld & rectifying the as per

Root preparation before welding other side of groove weld

tNLAL

:150°C
NLA.L

tN.A,

Cl. 32.2 of IS 9595-96, using-A3 cTass of electrodes

of specification. IRS M. 28-02 §her conducting D P Test

Visual, D.P. Test & Macro Etching

Mone
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
berween sins. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

Name & address of fabricator

Welding Procedure Specification No.

. RDSO Drawing

[

. Weld Joint description
3. Base Metal

4. Welding Process

5. Welding Position

6. Welding Consumable
6.1 Electrode/Wire

6.2 Flux

6.3 Shielding Gas

7. Base metal preparation

7.1Joint design details

NAALSONS ENGINEERS (1) PVT. LTD.
NEIPL/BSG/72.0m/WPSS5/12/22-23 Rev 0

RDS0O/B-10425/5 # Bottom Long Beam - Splice plate,
Details of Elevation View, Section J-J

Fillet (Weld Size 22 mm)

! qq,ﬁﬂ mm & 25 mm IS 2062-11, E 350 B0, fully killed.

Normalized/Control cooled
F.CAW.
Vertical 3F / Overhead 4F

nxe
Class: lof IRS M. 46 — 2363? 15:6419: 1996 Dia.1.2
mm, Grade as per AWS A 5.20, E7IT-1C

Drying method: N.A. QV/-D
Class: N.A. ».v\"’-"“’F, 1%

=

Type: NLA, Drying method: N.A. THE _ \
Argon - CO;  Mix =

Fusion faces and adjacent surfaces are cleanedand”' ™

—
geaua ¥¢
" iy

made free from cracks, notches, mill scale, grease, paint, rust

etc., which may affect weld quality.

(Sketch showing arrangements of parts, weld groove details,

weld passes & their sequence Etc.,)

0ee 2
DETAILS OF SPLICE - ELEVATION

7.2 Joint preparation

AsperIS 10178 - 1995, CL 8

L, XIRS B1 -2091. CL 17.3 & WBC - 2001



Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Raitway km-445/27-29

WELDING PROCEDURE SPECIFICATION SHEET

between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar,

8.
0.

Welding Current

Welder Qualification :

10.1 Welding Parameters:

Type: DC, Polarity: Reverse
Asper IS 7310 (Part I) - 1974

10. Welding parameters and technique:

Weld Electrode/ | Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wire dia, {Amps) | Voltage Speed Speed Stick-out (I/min)
(mm) {volt) {(m/min) {m/min) (mm)
l 1.2 180-230 24-26 4-6 N.A. 12-15 16-18
2 1.2 180-250 24-30 4-6 N.A. 12-15 16-18
3 1.2 180-250 24-30 4-6 N.A. 12-15 16-18
4+ 1.2 180-250 24-30 4-6 N.A. 12-15 16-18
10.2 Welding sequence and technique: Welding from run on to run off tabs at the free ends.
4
I1. Provision of run-on/run-off tabs tNA. el
12. Cleaning of weld bead before laying of next weld bead: Prior to weld clean pain?ugtaélﬂperly
through grinder wire brush/manual removal of any substance which might affect the quality of weld.
13. Root preparation before welding other side of groove weld i NLA,
14. Preheating and inter-pass temperature :150°C
15. Peening tNLA
16. Post welds treatment :N.A.
17. Rectification of weld defect : By grinding of the defective weld & rectifying the as per
Cl. 32.2 of IS 9595-96, using ?s;,cﬁ;ss of electrodes
of specification. [RS M. 28-63 gﬁer conducting D P Test
18. Inspection of Weld Visual, D.P. Test & Macro Etching
19. Any other relevant details None




WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar,

Name & address of fabricator

Welding Procedure Specification No.

. RDSO Drawing

2. Weld Joint description
Base Metal

4. Welding Process
5. Welding Position

6. Welding Consumable
6.1. Electrode/Wire

6.2. Flux
6.3. Shielding Gas

7. Base metal preparation

7.1 Joint design details

NAALSONS ENGINEERS (I) PVT. LTD.
NEIPL/BSG/72.0m/WPS85/13/22-23 Rev 0

RDSO/B-10425/5 # Bottom Long Beam to

Hanger Flyar plate, Joint Details Elevation (L1, L2, L3, L4,
L5 & L6), Detail 4

Fillet (Weld Size 25 mm)

32 mm & 25 mm IS 2062-11: E 350 BO, fully killed.
MNormalized/Control cooled
F.C.AW.

Vertical 3F / Overhead 4F

Class: I of IRS M. 46 — Z0515-6419:195%

Dia. 1.2mm, Grade as per AWS A 5.20, ETIT-1C
Drying method: N.A.

Class: N.A.

Type: N.A. Drying method: N.A.

CO;

Fusion faces and adjacent surfaces are cleaned and
made free from cracks, notches, mill scale, grease,
paint, rust etc., which may affect weld quality.
(Sketch showing arrangements of parts, weld groove details,
weld passes & their sequence Etc.,)

s=zmsfssreozaeed

JOINT DETAILS - ELEVATION (L1, L2, L3, L4, L5 & L6)

7.2 Joint preparation

Asper IS 10178 — 1995, CL. 8
IRS Bl -2001. CIL 17.3 & WBC - 2001



Praoposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-443/27-29

WELDING PROCEDURE SPECIFICATION SHEET

berween stns, Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

8. Welding Current
9. Welder Qualification

10, Welding parameters and technique:

Type: DC, Polarity: Reverse
As per 1S 7310 (Part I) - 1974

10.1  Welding Parameters:

Weld Electrode/ Current Arc Wire Feed Travel Electrode | Gas flow

Pass Wire dia. (Amps) | Voltage Speed Speed Stickout (I/'min)

(mim) {volt) {m/min) (m/min) (mm)

1 1.2 180-230 24-28 4-6 N.A, 12-15 16-18

2 I 1.2 180-250 24-30 4-6 NA 12-15 16-18

3 | 1.2 180-250 24-30 4-6 NA 12-15 16-18

4+ 1.2 180-250 24-30 4-6 NA 12-15 16-18

10.2 Welding sequence and technique:

11. Provision of run-on/run-off tabs

13
14.
15.
16.
17.

18,
19

i -

12. Cleaning of weld bead before laying of next weld bead: Prior to weld clean paint/rust properly

through grinder wire brush/manual removal of any substance which might affect the quality of weld.

Root preparation before welding other side of groove weld

Preheating and inter-pass temperature

Peening

Post welds treatment

Rectification of weld defect :

Inspection of Weld

Any other relevant details

tMNA,
- 150°C
t%h\wh
:N.A. e ey (WY
INA, GIRT I ear (M
By grinding of the defective weld & rectifyiifthe as per g x-a19% 5%
B o0 &-ﬂam'eg iy

Cl. 32.2 of IS 9595-96, using A3 class of electrodes
o

IRS M. 28«32 after conducting D P Test

Visual, D.P. Test & Macro Etching

None




WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

Name & address of fabricator

Welding Procedure Specification No.

RDSO Drawing

2. Weld Joint description
3. Base Metal

4. Welding Process

5. Welding Position

6. Welding Consumable
6.1 Electrode/Wire

6.2 Flux

6.3 Shielding Gas
7. Base metal preparation

7.1 Joint design details

NAALSONS ENGINEERS (I) PVT. LTD.
NEIPL/BSG/72.0m/WP5S/14/22-23 Rev 0
RDS0O/B-10425/9 # Hanger - Diaphragm

At Section B-B, DF3. To Bottom/Side PI. - Inside Location
Fillet (Weld Size 10 mm)

32/25 mm & 18 mm IS 2062-11, E 350 B0, Fully
Killed. Normalized/Control cooled

F.CAW.
Flat/Horizontal 2F
prlal
Class: 1 of IRS M. 46 — AS-6419-1996,

Dia. 1.2mm, Grade as per AWS A 5.20, E7I1T-1C
Drying method: N.A.

Class: N A,

Type: N.A.

Drving method: N.A.

CO,

Fusion faces and adjacent surfaces are cleaned and

made free from cracks, notches, mill scale, grease,

paint, rust ete., which may affect weld quality,

(Sketch showing arrangements of parts, weld S

- ] ii-‘

2 r 34T q,]:!: o t
Groove details, weld passes & their sequencé Elc.)

SECTION B-B

7.2 Joint preparation

AsperIS 10178 - 1995, CL 8§
IRS Bl =2001. ClL. 17.3 & WBC -2001
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between sins. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

8.  Welding Current
9, Welder Qualification

10. Welding parameters and technique:

Type: DC, Polarity: Reverse
As per IS 7310 (Part 1) - 1974

10.1 Welding Parameters:

Weld Electrode/ Current Arc Wire Feed Travel Electrode Gas flow
Pass Wire dia. (Amps) | Voltage Speed Speed Stick-out (U/min)
{mm) (volt) {(m/min) | (m/min) (mm) |
1 1.2 180-230 24-28 4-6 | N.A. 12-15 16-18
27 1.2 180-250 24-30 d-f N.A. 12-15 16-18
10.2 Welding sequence and technique:
2

11. Provision of run-on/run-off tabs

,

NN

12. Cleaning of weld bead before laying of next weld bead: Prior to weld clean paint/rust properly through

-

13.
14,
15.
16.
17.

18.
19.

grinder wire brush/manual removal of any substance which might affect the quality of weld.

Root preparation before welding other side of groove weld :N.A.

Preheating and inter-pass temperature :150°C

Peening :N.A, e
Post welds treatment :N.A. I

Rectification of weld defect : By grinding of the defective weld & rectifying thgs » ™ o¥?
p T

as per Cl. 32.2 of IS 9595-96, using A3 class of electrodes of
&

specification. IRS M. 28-03 after conducting D P Test

: Visual, D.P. Test & Macro Etching

: None

Inspection of Weld
Any other relevant details

L

(S

Frm T ("‘
] N oM

-

——



WELDING PROCEDURE SPECIFICATION SHEET

Praposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between sins. Hathidah JN -Rampuwr Dumra at Road Chainage 2024306 of NH-31 state of Bihar.

Name & address of fabricator : NAALSONS ENGINEERS (I) PVT. LTD.
Welding Procedure Specification No. NEIPL/BSG/72.0m/WPSS5/15/22-23 Rev 0
1. RDSO Drawing : RDS0O/B-10425/9 # Hanger — Splice plate
Plan of Hanger Details of Splice, Section Q-Q
2. Weld Joint description : Fillet (Weld Size 28 mm)
3. Base Metal - 32 mm & 40 mm IS 2062-11: E 350 BO, fully killed.
Normalized/Control cooled
4. Welding Process - FCA W
5. Welding Position : Flat/Horizontal-2F

6. Welding Consumable 2.0
6.1. Electrode/Wire : Class: [ of IRS M. 46 — 2%93:4-5—6&1—9—!%
Dia. 1.2mm, Grade as per AWS A 5.20, E7IT-1C
Drying method: N.A. ~

6.2. Flux : Class: N.A.
Type: N.A. .,-.\-\J‘v'\w
Drying method: N.A.

6.3. Shielding Gas : Argon-CO:  Mix e ey T (TR

7. Base metal preparation : Fusion faces and adjacent surfaces are cleaned and r (M
made free from cracks, notches, mill scale,_grcé;lg, eep— L L
paint, rust etc., which may affect weld quality.

7.1 Joint design details : (Sketch showing arrangements of parts, weld Groove details,

weld passes & their sequence Etc.)

7.2 Joint preparation : As p-r:r 1S 10178 — 1995, CL. 8

,{m A IREJBl—ZDDI.CI. 17.3 & WBC - 2001



WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

W

8.  Welding Current Type: DC, Polarity: Reverse
9,  Welder Qualification Asper IS 7310 (Part 1) - 1974
10. Welding parameters and technique:
10.1 Welding Parameters:
Weld Electrode/ Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wire dia (Amps) | Voltage Speed Speed Stickout (V/'min)
(mm) (volt) (m/min) {m/min) {mm)
| 12 180-230 24-26 4-6 N.A, 12-15 16-18
2 1.2 180-250 24-30 4-6 NA 12-15 16-18
12 180-250 24-30 4-6 NA 12-15 E 16-18
44 1.2 180-250 24-30 4-6 NA 12-15 16-18

10.2 Welding sequence and technique:

1 1. Provision of run-on/run-off tabs

12

-

13.
14.
15.
16.
B

18,
19

SRR

tN.AL

y LW

b\.q.na.‘-'-‘

b (Y

. Cleaning of weld bead before laying of next weld bead: Prior to weld clean paint/rust properly through

grinder wire brush/manual removal of any substance which might affect the quality of weld.

Peening

Post welds treatment
Rectification of weld defect :

Inspection of Weld

Any other relevant details

Preheating and inter-pass temperature

By grinding of the defective weld & rectifying the as per

Root preparation before welding other side of groove weld

' N.A.
a8 1
:N.A,
:N.A.

Cl. 32.2 of IS 9595-96, using ﬁébagss of electrodes
Of spec. IRS M. 28-08"4fter conducting D P Test
Visual, D.P. Test & Macro Etching

MNone
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girvder) at Raitway km-445/27-29
between sins. Hathidah JN -Rampur Dumira at Road Chainage 202+306 of NH-31 state of Bihar,

Name & address of fabricator 1 NAALSONS ENGINEERS (I) PVT. LTD.
Welding Procedure Specification No. NEIPL/BSG/72.0m/WPSS/16/22-23 Rev 0
1. RDSO Drawing : RDSO/B-10425/9 # Hanger — Splice plate
Plan of Hanger Details of Splice, Section R-R
2  Weld Joint description 5 Fillet (Weld Size 22 mm)
3. Base Metal : 32 mm & 25 mm IS 2062-11: E 350 B0, fully killed.
Normalized/Control cooled
4.  Welding Process : FCA W
5. Welding Position : Flat/Horizontal-2F
6. Welding Cnr?suma’ule 20
6.1 Electrode/Wire : Class:  of IRS M. 46 —2&‘-’.‘::.[,5-64,].9.4-996-—

Dia. 1.2mm, Grade as per AWS A 5.20, E7IT-1C
Drying method: N.A,

6.2 Flux 2 Class: N.A.
Type: N.A. Drying method: N.A.
6.3 Shielding Gas : Argon - CO:  Mix
7. Base metal preparation : Fusion faces and adjacent surfaces are cleaned and

made free from cracks, notches, mill scale, grease,
paint, rust etc., which may affect weld quality.

7.1 Joint design details - (Sketch showing arrangements of parts, weld Groove details,

weld passes & their sequence Etc.)
700

]
=
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SECTION R-R
7.2 Joint preparation - AsperIS 101781995, CL. 8

\ IRS B1 -2001.Cl. 17.3 & WBC -2001




WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+3006 of NH-31 state of Bihar.

2

8.
9.

Welding Current

Welder Qualification

10, Welding parameters and technique:

10.1 Welding Parameters:

Type: DC, Polarity: Reverse

Asper IS 7310 (Part I) - 1974

Weld Electrode/ | Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wire dia (Amps) | Voltage Speed Speed Stickout (l/'min)
{(mm) {volt) {m/min) (m/min) (mm)
1 1.2 180-230 24-26 4-6 N.A. 12-15 16-18
2 1.2 180-250 24-30 4-6 NA 12-15 16-18
3 1.2 180-250 24-30 4-6 NA 12-15 16-18
4+ 1.2 180-250 24-30 4-6 NA 12-15 16-18
10.3 Welding sequence and technique:
aly ‘h\%?h.. -
11. Provision of run-on/run-off tabs 1 M.A.

12, Cleaning of weld bead before laying of next weld bead: Prior to weld clean paint/rust properly through

grinder wire brush/manual removal of any substance which might affect the quality of weld.

13. Root preparation before welding other side of groove weld :N.A.
14. Preheating and inter-pass temperature 1 150°C

15. Peening tNA.
16. Post welds treatment :N.A.

17. Rectification of weld defect By grinding of the defective w%lbd ﬁ. rectifying the as per

Cl. 32.2 of IS 9595-96, using A3 class of electrodes

P
Of spec. IRS M. 28-03 ‘after conducting D P Test
Visual, D.P. Test & Macro Etching
None

18. Inspection of Weld
19. Any other relevant details
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
berween stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

Name & address of fabricator : NAALSONS ENGINEERS (1) PVT. LTD.
Welding Procedure Specification No. NEIPL/BSG/72.0m/WPSS/17/22-23 Rev 0
1. RDSO Drawing : RDSO/B-10425/2 # Arch - Diaphragm
At Section B-B, DP3. To Bottom/Side Pl. — Inside
Location
2. Weld Joint description - Fillet (Weld Size 10 mm)
3. Base Metal ; 36/32 mm & 32 mm IS 2062-11: E 350 B0, Fully Killed.
Normalized/Control cooled
4. Welding Process ] F.CAW.
5. Welding Position - Flat/Horizontal 2F

6. Welding Consumable

6.1 Electrode/Wire : Class: I of IRS M. 46 ~236‘3.CIS-6H-9:+9%,"‘

Dia. 1.2mm, Grade as per AWS A 5.20, E7T1T-1C b
opht=

Drying method: N.A, .\_\s?’\

6.2 Flux ; Class: N.A. tarr<y (W
Type: N.A. rim
Drying method: N.A. o g meNTEY NEEE

6.3 Shielding Gas : CO,; '

7. Base metal preparation : Fusion faces and adjacent surfaces are cleaned and made free

from cracks, notches, mill scale, grease, paint, rust etc,, which
may affect weld quality.
7.1 Joint design details g (Sketch showing arrangements of parts, weld Groove details,

weld passes & their sequence Etc.)

C-{ 6
- ¥ - ?
- | 2
32 DIAPHRAGKM ED‘F'} e i TV
K WELDED OnN
THREE SIDES WiTH
g 1TOMM FILLET WELD
3z 4
= .5 5
A5 ]

SECTION B-B

7.2 Joint p ign : AsperIS 10178 - 1995, C1. 8
j%:%;\\ | [RS B1 -2001. CI. 17.3 & WBC - 2001




Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29

?,&

WELDING PROCEDURE SPECIFICATION SHEET

between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

8. Welding Current Type: DC, Polarity: Reverse
9, Welder Qualification AsperIS 7310 (Part I} - 1974
10. Welding parameters and technique:
10.1 Welding Parameters:
Weld Electrode/ | Current Arc Wire Feed | Travel Electrode | Gas flow
Pass Wire dia. (Amps) | Voltage Speed |  Speed Stick-out {Vmin)
| (mm) {volt) {m/min) (m/min) {mm)
1 | 1.2 180-230 24-28 4-6 N.A. 12-15 16-18
2% 1.2 180-250 24-30 4-6 N.A. 12-15 16-18
10.3 Welding sequence and technique;
Xﬁ.&&
o aeter ) (WTR
; 1eC1 E‘}‘l‘
11. Provision of run-on/run-off tabs :N.A, s orede 1N ATy GWEe

12. Cleaning of weld bead before laying of next weld bead: Prior to weld clean paint/rust properly through

grinder wire brush/manual removal of any substance which might affect the quality of weld.

13. Root preparation before welding other side of groove weld :N.A.
14. Preheating and inter-pass temperature :150°C
15. Peening :N.A.
16. Post welds treatment N.A.

17. Rectification of weld defect : By grinding of the defective weld & rectifying the as per Cl. 32.2 of IS
9595-96, using %%:I::ss of electrodes of specification. IRS M. 28-02 2
after conducting D P Test

: Visual, D.P. Test & Macro Etching

19. Any other relevant details : None

18. Inspection of Weld
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WELDING PROCEDURE SPECIFICATION SHEET

Praposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
berween stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

Name & address of fabricator

Welding Procedure Specification No,

1. RDSO Drawing

2. Weld Joint description
3. Base Metal

4. Welding Process

5. Welding Position
6. Welding Consumable

6.1 Electrode/Wire

6.2 Flux

6.3 Shielding Gas
7. Base metal preparation

7.1 Joint design details

12 Joint preparation

NAALSONS ENGINEERS (I) PVT. LTD.
NEIPL/BSG/72.0m/WPS5/18/22-23 Rev 0

RDSO/B-10425/1 # Arch

At Section 3-3, Bottom Pl. To Side PL. — Inside
Location

Fillet (Weld Size 10 mm)

36 mm & 32 mm IS 2062-11: E 350 BO, Fully Killed.
Normalized/Control cooled

F.CAW.

Flat/Horizontal

2
Class: | of IRS M. 46 —M&Sﬁm
Dia. 1.2mm, Grade as per AWS A 5.20, E71T-1C
Drying method: N.A.

Class: N.A. . : “"Q"j\hw*, (&1
Type: N.A. -l . [
Drying method: N A, = L GO
CO, CoWlaieowo TN e

Fusion faces and adjacent surfaces are cleaned and made free
from cracks, notches, mill scale, grease, paint, rust etc., which
may affect weld quality.

(Sketch showing arrangements of parts, weld Groove details,

weld passes & their sequence Ete.)

i 800 1
=1
g E 32 3z
=
* azs

SECTION 3-3

Asper15 10178 - 1995, CI. 8
IRS Bl —-2001, Cl. 17.3 & WBC - 2001
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow Siring Steel Girder) at Railway km-4435/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

8. Welding Current ; Type: DC, Polarity: Reverse
9. Welder Qualification 7 Asper IS 7310 (Part I) - 1974
10. Welding parameters and technique:

10.1 Welding Parameters:

Weld Electrode/ | Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wiredia. | (Amps) | Voltage Speed Speed Stick-out (Vmin)
{mm) (volt) (m/min) (m/min) {mm)
| I:2 180-230 24-28 4-6 N.A. 12-15 16-18
2ag 1.2 180-250 24-30 4-6 N.A. i 12-15 16-18

10.2 Welding sequence and technique:

11. Provision of run-on/run-off tabs
12. Cleaning of weld bead before laying of next weld bead: Prior to weld clean paint/rust properly through

grinder wire brush/manual removal of any substance which might affect the quality of weld.

13. Root preparation before welding other side of groove weld tNA,

14. Preheating and inter-pass temperature 1 150°C

I5. Peening :N.A,

16. Post welds treatment tNA,

17. Rectification of weld defect : By grinding of the defective weld & rectifying the as per CI.

R
32.2 of IS 9595-96, using A3 class of electrodes of
specification. IRS M. 28-05 after conducting D P Test
18. Inspection of Weld : Visual, D.P. Test & Macro Etching

19. Any other relevant details : None
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow Siring Steel Girder) at Railway kon-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

Name & address of fabricator : NAALSONS ENGINEERS (I) PVT. LTD.
Welding Procedure Specification No, NEIPL/BSG/72.0m/WPS5/19/22-23 Rev 0
I. RDSO Drawing - RDSO/B-10425/2 # Arch - splice plate,
Details of Splice Elevation View F-F & G-G
2. Weld Joint description : Fillet (Weld Size %’?mm]
3. Base Metal - 36 mm & 45 mm IS 2062-11, E 350 BO, fully killed.
Normalized/Control cooled
4. Welding Process : F.CAW.
5.  Welding Position ; Flat/Horizontal-2F

6. Welding Consumable .
6.1 Electrode/Wire ; Class: [ of IRS M. 46 —%605{'4&\64-}9—}996 Dia.1.2
mm, Grade as per AWS A 520, E71T-1C

Drying method: N.A. ;h‘ o\

6.2 Flux : Class: N.A. ey (WY
Type: N.A. A
Drying method: N.A.

6.3 Shielding Gas : Argon - CO:  Mix

7. Base metal preparation : Fusion faces and adjacent surfaces are cleaned and made free

from cracks, notches, mill scale, grease, paint, rust etc., which
may affect weld quality.
7.1 Joint design details - (Sketch showing arrangements of parts, weld groove details,
weld passes & their sequence Etc.,)
_/_zinL *

8 |
| /m
E "§>I_ '''''' II— ------- —T-_‘.'rf-_m- ARCH
.
1000 1000 g

VIEW F-F & G-G
As per IS 10178 — 1995, C1. 8
v IRSBI1-2001.CL 17.3 & WBC —2001

7.2 Joint prep




Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29

WELDING PROCEDURE SPECIFICATION SHEET

between stns. Hathidah JN -Rampuwr Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

8.

Welding Current

9. Welder Qualification :

Type: DC, Polarity: Reverse

10. Welding parameters and technique:

10.1 Welding Parameters:

As per IS 7310 (Part [) - 1974

Weld Electrode/ Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wire dia. (Amps) | Voltage Speed Speed Stick-out {V/min)
(mm) (volt) {(m/min) {m/min) (mm)
1 1.2 180-230 24-28 4-6 MN.A, 12-15 16-18
[ 2 1.2 180-250 24-30 4-6 N.A, 12-15 16-18
3 . 1.2 180-250 24-30 4-6 N.A, 12-15 16-18
4+ 1.2 180-250 24-30 4-6 MN.A, 12-15 16-18

10.3 Welding sequence and technique: Welding from one end to another end.

11. Provision of run-on/run-off tabs

12

13,
4.
15.
16.

17

18,
19.

. Cleaning of weld bead before laying of next weld bead: Prior to weld clean paint/rust properly

through grinder wire brush/manual removal of any substance which might affect the quality of weld.

Peening

Post welds treatment

. Rectification of weld defect :

Inspection of Weld

Any other relevant details

Preheating and inter-pass temperature

By grinding of the defective weld & rectifying the as per
=

Root preparation before welding other side of groove weld

:NAL

I NA.
:150°C
'N.A.
:N.A.

3 B
Cl. 32.2 of IS 9595-96, using A3 class of electrodes

of specification. IRS M., 28-0%" g?icr conducting D P Test

Visual, D.P. Test & Macro Etching

None

b

bbmb‘\

¥
T |
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steef Girder) at Railway km-443/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar,

Name & address of fabricator i NAALSONS ENGINEERS (1) PVT. LTD.
Welding Procedure Specification No. NEIPL/BSG/72.0m/WPS5/20/22-23 Rev 0
1. RDSO Drawing : RDSO/B-10425/2 # Arch - Splice plate,
Details of Splice Elevation, View G-G & H-H
2. Weld Joint description 3 Fillet (Weld Size 28 mm)
3. Base Metal - 32 mm & 40 mm IS 2062-11, E 350 BO, fully killed.
Normalized/Control cooled
4, Welding Process : F.CAW,
5. Welding Position ! Vertical 3F / Overhead 4F

6. Welding Consumable

6.1 Electrode/Wire : Class: [ of IRS M. 46 - 5649 1996-Dia 1.2
mm, Grade as per AWS A 520, E71T-1C
Drying method: N.A.

6.2 Flux : Class: N.A. RO Nl
Type: N.A. ] <1 (=g
Drying method: N.A. EInT * Y

6.3 Shielding Gas : Argon-CO: Mix ; :

7. Base metal preparation - Fusion faces and adjacent surfaces are cleaneg-and: - @

made free from cracks, notches, mill scale, grease, paint, rust
ete., which may affect weld quality.

7.1Joint design details : (Sketch showing arrangements of parts, weld groove details,
weld passes & their sequence Etc.,)

7.2 Joint preparation : AsperIS 10178 - 1995 CL 8

AN | IRSBI-2001,CI 17.3 & WBC -2001
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between sins. Hathidah JN -Rampur Dumra at Road Chainage 202+ 306 of NH-31 state of Bihar.

Type: DC, Polarity: Reverse
Asper IS 7310 (Part I) - 1974

8. Welding Current
9. Welder Qualification
10. Welding parameters and technique:

10.1 Welding Parameters:

Weld | Electrode/ Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wire dia. (Amps) | Voltage Speed Speed Stick-out (I/min)
{mm) (volt) {m/min) {m/min) {mm)
1 1.2 180-230 24-28 4-6 N.A. 12-15 16-18
2 1.2 180-250 24-30 4-6 N.A, 12-15 16-18
3 1.2 180-250 24-30 4-6 N.A. 12-15 16-18
4+ E.2 180-250 24-30 4-6 N.A. 12-15 16-18
10.2 Welding sequence and technique: Welding from one end to another end.
B
ofe,
S -
11. Provision of run-on/run-off tabs :N.A.

12. Cleaning of weld bead before laying of next weld bead: Prior to weld clean paint/rust properly

through grinder wire brush/manual removal of any substance which might affect the quality of weld.

13. Root preparation before welding other side of groove weld ' MNA.
l4. Preheating and intelr—pass temperature c150°C
15. Peening i N.A,
16. Post welds treatment (NA

17. Rectification of weld defect : By grinding of the defective weld & rectifying the as per

Cl. 32.2 of IS 9595-96, using #3 Class of electrodes

of specification. IRS M. 28-02 after conducting D P Test
18. Inspection of Weld Visual, D.P. Test & Macro Etching
19. Any other relevant details None
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
berween stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

NAALSONS ENGINEERS (1) PVT. LTD.
NEIPL/BSG/72.0m/WPS5/21/22-23 Rev 0

Name & address of fabricator

Welding Procedure Specification No.

. RDSO Drawing

2. Weld Joint description
3. Base Metal

4. Welding Process
5. Welding Position

6. Welding Consumable
6.1 Electrode/Wire

6.2 Flux

6.3 Shielding Gas

7. Base metal preparation

7.1 Joint design details

7.2 Joint preparation

B

RDSO/B-10425/6 # X-Girder- Splice Joint

Section 3-3, 6-6 & 9-9, Detail at 1-1, 4-4

Fillet (Weld Size 12 mm)

25 mm & 18 mm (Top Splice Joint) IS 2062-11, E 350 B0,
fully killed. Normalized/Control cooled

FCA W

Flat/Horizontal (2F)

&n.c’
Class: I of IRS M. 46 — Z0034S-6419-1996,

Dia.1.2 mm, Grade as per AWS A 5.20, E 71T-1C

Drying method: N.A.

Class: N.A, .,J-\?:j\?#;.m‘
Type: N.A.

Drying method: N.A.
Argon - COs Mix

Fusion faces and adjacent surfaces are cleaned and made free

LA

from cracks, notches, mill scale, grease, paint, rust etc., which
may affect weld quality.
(Sketch showing arrangements of parts, weld groove details,

weld passes & their sequence Etc.,)

AsperIS 10178 — 1995, Cl. &
IRS B1-2001.Cl. 17.3 & WBC - 2001
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow Siring Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar,

8. Welding Current Type: DC, Polarity: Reverse
9. Welder Qualification As per 1S 7310 (Part 1) - 1974
10. Welding parameters and technique
10.1 Welding Parameters:
Weld Electrode/ Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wire dia. (Amps) | Voltage Speed Speed Stick-out {Vmin)
(mm) (volt) (m/min) (m/min) (mm)
1 1.2 180-230 24-28 4-6 N.A. 12-15 16-18
2 1.2 180-250 24-30 4-6 N.A. 12-15 16-18
Ix .2 180-250 24-30 4-6 NA. | 12-15 16-18
10.2 Welding sequence and technique:
e e e
(=Y
11. Provision of run-on/run-off tabs :NLA.

12, Cleaning of weld bead before laying of next weld bead : Prior to weld clean paint/rust

properly through grinder wire brush/manual removal of any
substance which might affect the quality of weld.

13. Root preparation before welding other side of groove weld i NA.
14. Preheating and inter-pass temperature : 150°C
15. Peening (N.AL
16. Post welds treatment :N.A.

17. Rectification of weld defect By grinding of the defectiv&;:‘v_zeld & rectifying the as per
CL 32.2 of 15 9595-96, using #3 class of electrodes
Of specification. IRS M. 28-63 Gfter conducting D P Test

Visual, D.P. Test & Micro Etching
19. Any other relevant details  : None

8. Inspection of Weld

== -



WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 2024306 of NH-31 state of Bihar.

Y5

Mame & address of fabricator

Welding Procedure Specification No.

1. RDSO Drawing

2. Weld Joint description
3. Base Metal

4. Welding Process
5. Welding Position

6. Welding Consumable
6.1 Electrode/Wire

6.2 Flux

6.3 Shielding Gas

7. Base metal preparation

7.1 Joint design details

7.2 Joint preparation

7 Ruwale i,

NAALSONS ENGINEERS (1) PVT. LTD.
NEIPL/BSG/72.0m/WPS5/22/22-23 Rev 0

RDSO/B-10425/6 # X-Girder- Splice Joint
Detail of Splice SP1, SP2 & SP3

Fillet (Weld Size 10 mm)

16 mm & 12 mm (Web Splice Joint) IS 2062-11, E 350 B0,

fully killed. Normalized/Control cooled

FCA. W
Flat/Horizontal (2F)

: &7
Class: [ of IRS M. 46 — 1864401906+
Dia.1.2 mm, Grade as per AWS A 5.20, E 7T1T-1C

Drying method: N.A,
Class: N.A.

Type: N.A.

Drying method: N.A,
Argon - CO; Mix

Fusion faces and adjacent surfaces are cleaned and made free

from cracks, notches, mill scale, grease, paint, rust etc., which

may affect weld quality,

(Sketch showing arrangements of parts, weld groove details,

weld passes & their sequence Etc.,)

=

800
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AsperIS 10178 -1995,C1. 8
) IRS B1 —2001.CI. 17.3 & WBC - 2001



WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

8.  Welding Current Type: DC, Polarity: Reverse
9.  Welder Qualification As per IS 7310 (Part 1) - 1974
10. Welding parameters and technique
10.1 Welding Parameters:
Weld Electrode/ Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wire dia. (Amps) | Voltage Speed Speed Stick-out (V/min)
{mm) (volt) (m/min) (m/min) (mm)
I 1.2 180-230 24-28 4-6 N.A, 12-15 16-18
2 1.2 180-250 24-30 4-6 N.A. 12-15 16-18
10.2 Welding sequence and technique:
D ke
11. Provision of run-on/run-off tabs :NA,

12.

13.
14,
15.
16.
17.

18.
19.

Cleaning of weld bead before laying of next weld bead

properly through grinder wire brush/manual removal of a

substance which might affect the quality of weld.

Root preparation before welding other side of groove weld

Preheating and inter-pass temperature

Peening

Post welds treatment

Rectification of weld defect

Inspection of Weld

Any other relevant details

NA
NAL el
P NLAL
TN.A.
By grinding of the defective weld & rectifying the as per

L Do
Cl. 32.2 of IS 9595-96, using &= class of electrodes

Of specification. IRS M. 25-9%(:;1‘1&: conducting D P Test

Visual, D.P. Test & Micro Etching

MNone

: Prior to weld clean paint/rust

L Lo

L oa B




WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
berween sins. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

WName & address of fabricator NAALSONS ENGINEERS (I) PVT. LTD.

Welding Procedure Specification No. NEIPL/BSG/72.0m/WPSS/23/22-23 Rev 0

. RDSO Drawing
2. Weld Joint description
3. Base Metal

4. Welding Process
5. Welding Position

6. Welding Consumable
6.1 Electrode/Wire

6.2 Flux

6.3 Shielding Gas

7. Base metal preparation

7.1 Joint design details

7.2 Joint preparation

P RN

22
A_\ ¥ rade €9 qq GU°

RDSO/B-10425/6 # X-Girder- Splice Joint

Fillet (Weld Size 22 mm)

25 mm & 32 mm (Bottom Splice Joint) IS 2062-11, E 350 B0,
fully killed. Normalized/Control cooled

FCA W

Flat'Horizontal (2F)

Class: 1 of IRS M. 46 — 86345 6419-1995;

Dia.1.2 mm, Grade as per AWS A 5.20, E 71T-1C

Drving method: N.A.

Class: N.A.

Type: N.A.

Drying method: N.A,

Argon - CO; Mix

Fusion faces and adjacent surfaces are cleaned and made free

from cracks, notches, mill scale, grease, paint, rust etc., which

may affect weld quality. b
(Sketch showing arrangements of parts, weld groove details, P

weld passes & their sequence Etc.,) e 1 8
Ak 0 '\1-"!‘

- - §

VR, W—
o0 | aop

ra

Asper IS 10178 - 1995,CL &
IRS B1 -2001. CL 17.3 & WBC - 2001




WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-3 1 state of Bihar.

8. Welding Current Type: DC, Polarity: Reverse
9. Welder Qualification As per IS 7310 (Part I) - 1974
10. Welding parameters and technique
10.1 Welding Parameters:
Weld Electrode/ Current Arc Wire Feed | Travel Electrode | Gas flow
Pass Wire dia. (Amps) Voltage Speed Speed Stick-out (Vmin)
(mm) (volt) (m/min) (m/min) (mm)
1 1.2 180-230 24-28 4= N.A. 12-15 16-18
2 1.2 180-250 24-30 4-6 N.A, 12-15 16-18
3 | 12 180-250 24-30 4-6 N.A. 12-15 16-18
A+ 1.2 180-250 24-30 46 N.A. 12-15 16-18
10.2 Welding sequence and technique:
Y i >
SN R T | AT (il
" . 1Lk Miatie
'l".'“r_“. L {'
I A
11. Provision of run-on/run-off tabs ' N.Agowa 91 %%

12.

13,
14.
15
16.
17.

18.
19.

Cleaning of weld bead before laying of next weld bead : Prior to weld clean paint/rust

properly through grinder wire brush/manual removal of any
substance which might affect the quality of weld.

Root preparation before welding other side of groove weld ' MLAL
Preheating and inter-pass temperature :150°C
Peening ' INLAL
Post welds treatment P NLA,

Rectification of weld defect By grinding of the defective weld &a.- rectifying the as per

Cl. 32.2 of IS 9595-96, using A2 class of electrodes

Of specification. IRS M. 28-6% Qfier conducting DP Test ,, . _
Visual, D.P. Test & Micro Etching

None

Inspection of Weld
Any other relevant details

e,



WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between sins. Hathidah JN -Rampur Dumra at Road Chainage 202+3006 of NH-31 state of Bihar.

Name & address of fabricator

Welding Procedure Specification No.

1. RDSO Drawing

Weld Joint description
Base Metal

Esd

4, Welding Process
5. Welding Position

6. Welding Consumable
6.2 Electrode/Wire

6.2 Flux
6.3 Shielding Gas

7. Base metal preparation

7.1 Joint design details

N X-C#DER OMLY
B GE
WELDED |OF 12mm

-
CONNECTION DETAILS - BC B1

NAALSONS ENGINEERS (I) PVT. LTD.
NEIPL/BSG/72.0m/WPS5/24/22-23 Rev 0

RDSO/B-10425/6 # X Girder Connection

X Girder Connection to Bottom Long Beam

Connection Detail of BCB1, BCB2 & BCB3

Fillet (Weld Size 12 mm)

X- Girder (16/18/25 mm) to Bottom Long Beam (25 mm)

1S 20620 E 250 B0 And 25/ 16 mm IS 2062-11: E 350 B0 Fully
Killed, Normalized/Control cooled

F.CAW,

Flat'Horizontal 2F / Vertical 3F / Overhead 4F

&L
Class: 1 of [RS M. 46-23931-13-64-1-94996-

Dia. 1.2mm, Grade as per AWS A 5.20, ETIT-1C
Drying method: N.A.

Class: NA _
Type: NA Drying method: NA
Argon-CO:. Mix ﬁ',\..,_,d"

Fusion faces and adjacent surfaces are cleaned and BN (g
made free from cracks, notches, mill scaleggrease,” o (M
paint, rust etc., which  may affect weld quality. L

(Sketch showing arrangements of parts, _
Weld groove details, passes & their sequence Etc.,)
OF BC B2 HANGER

777
+

(=] 1 I
TS I"“ = N X-GROER OMLY
BOTTOM FLANGE

1145 WELDED OF 12mm

(TPF.)

' L R X
CONNECTION DETAILS - BC B2 CONNECTION DETAILS - BC B3

7.2 Joint preparation

AsperIS [0178 - 1995, CL §,
IRS B1 -2001.Cl. 17.3 & WBC - 2001



WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
berween sins. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

s

8.  Welding Current Type: DC, Polarity: Reverse

9.  Welder Qualification As per IS 7310 (Part I) - 1974

10. Welding parameters and technique:

10.1 Welding Parameters:

Weld Electrode/ Current Arc Wire Feed Travel Electrode | Gas flow

Pass Wire dia, (Amps) | Voltage Speed Speed Stick-out (I/min)

{(mm) [ (volt) (m/min) | (m/min) (mm)
| 1.2 180-230 24-28 4-6 N.A, 12-15 16-18
2 12 180250 | 2430 |  4-6 N.A. 12-15 16-18

Ix 1.2 180-250 24-30 4-6 N.A, 12-15 16-18

10.2 Welding sequence and technique:

11.
12,

13,
14.

15.

17.

Provision of run-on/run-ofT tabs

Welding from one end to another end.

: Yes

Cleaning of weld bead before laying of next weld bead : Prior to weld clean paint/rust properly through

grinder wire brush/manual removal of any substance which might affect the quality of weld.

Root preparation before welding other side of groove weld

Preheating and inter-pass temperature

Peening

Post welds treatment

:N.A.
:150°C
:N.A,
:NLA,

Rectification of weld defect : By grinding of the defective weld & rectifving the weld as
g
per CL. 32.2 of IS 9595-96, using &3 class of electrodes of

specification, IRS M. 28-%1’(& conducting D P Test
Inspection of Weld: Visual, D.P. Test & Macro Etching

Any other relevant details: None




WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-443/27-29
between sins. Hathidah JN -Rampur Dumra at Road Chainage 202+ 306 of NH-31 state of Bihar,

Name & address of fabricator

Welding Procedure Specification No.

1. RDSO Drawing

b

Weld Joint deseription
Base Metal

b

Welding Process
Welding Position

. Welding Consumahle
.1 Electrode/Wire

oA w s

6.2 Flux

6.3 Shielding Gas
7. Base metal preparation

7.1 Joint design details

?ar By 1soutsonr2
;'; BOTION; AN %mum

M X- LY
4 B BOrT
r WELDED [0F 1 2mm

k]
150

N2
Vil

NAALSONS ENGINEERS (I) PVT. LTD.
NEIPL/BSG/72.0m/WP55/25/22-23 Rev 0

RDSO/B-10425/6 # X Girder Connection

Angle 150x150x12 to X Girder / Bottom Long Beam
Connection Detail of BCB1, BCB2 & BCB3

Fillet (Weld Size 10 mm)

Angle 150x150x12- 1S 20620 E 250 BO And 25/ 16 mm IS
2062-11: E 350 BO Fully Killed. Normalized/Control cooled
F.C.AW.

Flat / Horizontal 2F / Vertical 3F / Overhead 4F

.27
Class: 1 of [RS M. 46«2&9&!15—@%9:—}996
Dia. 1.2mm, Grade as per AWS A 5.20, E7IT-1C
Drying method: N.A.
Class; NA
Type: NA Drying method: NA
Argon-COz Mix
Fusion faces and adjacent surfaces are cleaned and’
made free from cracks, notches, mill scale, grease,
paint, rust etc., which  may affect weld quality.
(Sketch showing arrangements of parts,
Weld groove details, passes & their sequence Elc.,)

?_E‘FBCB}

AN

H

18, 1500150x12
| WELDED ON ALL SIDES
F 10mm

777
i
¥

o
Femteml N X-GIRDER ONLY
BOITOM FLANGE

; H :rh?ﬁ WELDED OF 12mm
CONNECTION DETAILS - BC B1  CONNECTION DETAILS - BC B2 CO&&'H‘ECT ION DETAILS - BC B3

1.2 Joint pmparatﬂ
S Rale
AL,

As per IS 10178 — 1995, Cl. 8,
IRS B1 —2001. CI. 17.3 & WBC - 2001
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
berween stns. Hathidah JN -Rampur Dumra at Road Chainage 202+3006 of NH-31 state of Bihar.

\83-

8. Welding Current Type: DC, Polarity: Reverse

9. Welder Qualification Asper IS 7310 (Part I} — 1974

10. Welding parameters and technique:

10.1 Welding Parameters:

Weld Electrade/ Current Arc Wire Feed Travel Electrode | Gas flow

Pass Wire dia. (Amps) | Voltage Speed Speed Stick-out (min)

{mm) {volt) {m/min) {m/min) {mm)

1 1:2 180-230 24-28 4-6 N.A. 12-15 16-18
2% 1.2 180-250 24-30 4-6 N.A. 12-15 16-18

10.2 Welding sequence and technique;

12.

13,
14.
15.
16.
17.

18.

Welding from one end to another end.

Provision of run-on/run-off tabs : Yes
Cleaning of weld bead before laying of next weld bead : Prior to weld clean paint/rust properly through

grinder wire brush/manual removal of any substance which might affect the quality of weld.

Root preparation before welding other side of groove weld :N.AL
Preheating and inter-pass temperature :150°C
Peening ‘N.A,
Post welds treatment : N.A

Rectification of weld defect By grinding of the defective weld &&’recliﬂ'ing the weld as
o)

per Cl. 32.2 of IS 9595-96, using &3 class of electrodes of
p
specification, IRS M. 28-02 after conductin g D P Test
Inspection of Weld: Visual, D.P, Test & Macre Etching

Any other relevant details: None
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar,

Name & address of fabricator : NAALSONS ENGINEERS (I) PVT. LTD.
Welding Procedure Specification No. NEIPL/BSG/72.0m/WP55/26/22-23 Rev 0
. RDSO Drawing : RDSO/B-10425/4 # 6mm Thk. Cover Pl To Stiffener PI
At Sectional Elevation at LO — Outside Location
2. Weld Joint description : Fillet (Weld Size 6 mm)
3. Base Metal : 32 mm & 6 mm IS 2062-11: E 350 BO, fully killed.
Normalized/Control cooled b8 nside Loceation
4. Welding Process : F.CAW.
5. Welding Position : Flat/Horizontal-2F (Uphill)
6. Welding Consumable
6.1. Electrode/Wire ; Class: [ of IRS M. 46 — 233{?1:;%-&119499&,—'

Dia. 1.2mm, Grade as per AWS A 5.20, E7IT-1C
Drying method: N.A,

6.2, Flux - Class: NLA.
Type: N.A. > P s
Drying method: N.A. - (=g
6.3. Shielding Gas : Argon-CO>  Mix : (M
7. Base metal preparation : Fusion faces and adjacent surfaces are cleaned and e

made free from cracks, notches, mill scale, grease,
paint, rust etc., which may affect weld quality.

7.1. Joint design details ! (Sketch showing arrangements of parts, weld Groove details,
weld passes & their sequence Etc.,)

6 mm
.. i
e
Sfjé- . Cover Plats
e
Stiffener
-
s
—32 mMm
7.2 Joint preparation ; Asper 1S 10178 — 1995, Cl. 8

IRSB1-2001.Cl. 17.3 & WBC - 2001
Type: DC, Polarity: Reverse
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampwr Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

9.  Welder Qualification : As per IS 7310 (Part I)- 1974
10. Welding parameters and technique:

10.1 Welding Parameters:

Weld
Pass

Electrode/
Wire dia
(mm)

Current
(Amps)

Arc
Voltage
{(volt)

Wire Feed
Speed
(m/min)

Travel
Speed
{m/min)

Electrode
Stickout
(mm)

Gas flow
(/min)

I

1.2

180-200

24-28

4-6

N.A.

12-15

16-18

10.2 Welding sequence and technique:

7&\?\\\\“&&\\%\1
R
r
Welding dlmajlkm/%

11. Provision of run-on/run-off tabs tNLAL Q:-D
A WA SN

12. Cleaning of weld bead before laying of next weld bead A, KM oY & (ETy

13. Root preparation before welding other side of groove weld tNLA. ok or (M
I4. Preheating and inter-pass temperature :150°C v T s W
15. Peening ‘N.A. .

6. Post welds treatment - NLA.

17. Rectification of weld defect - By grinding of the defective weld & rectifying the as per
Cl. 32.2 of IS 9595-96, using ﬁﬂ%ﬁss of electrodes

Of specification. IRS M. ZE-ﬁqﬂer conducting D P Test
Visual, D.P. Test & Macro Etching

19. Any other relevant details None

18. Inspection of Weld



WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

35:,

-

Name & address of fabricator

Welding Procedure Specification No,

1. RDSO Drawing

B

Weld Joint description
Base Metal

LFE]

4.  Welding Process

5. Welding Position

6. Welding Consumable
.1. Electrode/Wire

6.2. Flux

6.3. Shielding Gas

7. Base metal preparation

7.1 Joint design details

7.2 Joint preparation

i
FF=

ELEVATION OF JOINT
I . ——

ﬁm\ w T

NAALSONS ENGINEERS (I) PVT. LTD.

NEIPL/BSG/72.0m/WPSS/27/22-23 Rev 0

RDSO/B-10425/2 # Arch to Hanger

Elevation of joint U1, U2, U3, U4, U5 & U6 (Detail-3). Qutside

Location

Fillet (Weld size 25 mm)

32mm & 32 mm IS 2062-11: E 350 B0, Fully
Killed. Normalized/Control cooled

FCA W

Flat/Horizontal-2F

Class: 1 of IRS M. 46 — 3068456419+ 1996

Dia. 1.2mm, Grade as per AWS A 5.20, ET1T-1C
Drying method: N.A.

Class: N.A.

Type: N.A. Drying method: N.A.
Argon-C0O;  Mix

Fusion faces and adjacent surfaces are cleaned and
made free from cracks, notches, mill scale, £renses
paint, rust etc., which may affect weld quaIit}f.—l l
(Sketch showing arrangements of parts, weld

groove details, weld passes & their sequence Etc.,)

AsperlS 10178 -1995,CL 8
IRS B1-2001.Cl 17.3 & WBC — 2001

2

et 4T T P

e

or (M

-



between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

WELDING PROCEDURE SPECIFICATION SHEET
Proposed six lane Road Over Bridge (2 x 72.00 m Clear Span Bow String Steel Girder) at Railway km-445/27-29

AN
3>

8.
9.

Welding Current

Welder Qualification

10. Welding parameters and technique:

10.1 Welding Parameters:

Type: DC, Polarity: Reverse

As per IS 7310 (Part [} — 1974

Weld Electrode/ Current Arc Wire Feed Travel Electrode | Gas flow

Pass Wire dia. (Amps) Voltage Speed Speed Stick-out (Vrman)
{(mm) {volt) {m/min) {m/min) {(mm)

1 1.2 180-230 24-28 4-6 N.A. 12-15 16-18
2 1.2 180-250 24-30 4-6 NA 12-15 16-18
3 1.2 180-250 24-30 4-6 NA 12-15 16-18
4 1.2 180-250 24-30 4-6 NA 12-15 16-18
5+ 1.2 180-250 24-30 4-6 NA 12-15 16-18

10.4 Welding sequence and technique:

11.

i2

13.
14,
15.
16.
17.

18.
19.

Provision of run-on/run-off tabs

: NLA.

|l L L

. Cleaning of weld bead before laying of next weld bead: Prior to weld clean paint/rust properly through

grinder wire brush/manual removal of any substance which might affect the quality of weld.

Peening

Post welds treatment

Inspection of Weld

Any other relevant details

Rectification of weld defect :

Preheating and inter-pass temperature

Root preparation before welding other side of groove weld

s N.A.
: 150°C

 NLA.
: NLA.

By grinding of the defectiv m;’fld & rectifying the as per
Cl. 32.2 of IS 9595-96, using A2 class of electrodes
of spec. IRS M. 28-Gfter conducting D P Test

Visual, D.P. Test & Macro Etching

None
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

Name & address of fabricator
Welding Procedure Specification No, NEIPL/BSG/72.0m/WPS5/28/22-23 Rev 0

4,
5.

6.
f.1

RDSO Drawing

Weld Joint description
Base Metal

Welding Process
Welding Position

Welding Consumable
Electrode/Wire

6.2 Flux

6.3 Shielding Gas

7.

7.1

T2

Base metal preparation

Joint design details

NAALSONS ENGINEERS (I) PVT. LTD.

RDSO/B-10425/2 # Arch to Hanger

Elevation of joint U1, U2, U3, U4, U5 & U6 (Detail-3). Outside
Location

Fillet (Weld size 25 mm)

32 mm & 32 mm IS 2062-11: E 350 BO, Fully

Killed. Normalized/Control cooled

FCAW.

Vertical 3F

Class: [ of IRS M. 46—2%@1?&64—]—9!—[—996—*

Dia. 1.2mm, Grade as per AWS A 5.20, E71T-1C
Drying method: N.A.
Class: N.A,

Type: N.A. Drying method: N.A. . el

Argon-CO2 Mix o greerQ (W
Fusion faces and adjacent surfaces are cleaned and | Officer (M
made free from cracks, notches, mill scale, grease, i -—. <yd WEE

paint, rust etc., which may affect weld quality.
(Sketch showing arrangements of parts, weld groove details,
weld passes & their sequence Etc.,)

a00
ELEVATION OF JOINT
= wwww

Joint preparatj _ : AsperIS 10178 -1995, CL 8 l
m IRS B1 —2001. Cl. 17.3 & WBC — 2001

T
A,
e /

P ‘H' N 4



WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

}f}z

8. Welding Current

9.

Welder Qualification
10. Welding parameters and technique:

Type: DC, Polarity: Reverse

As per IS 7310 (Part I) - 1974

10.1  Welding Parameters:
Weld Electrode/ Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wire dia. (Amps) | Voltage Speed Speed Stick-out (Vmin)
(mm) | {volt) {m/min) {m/min) {mm)
[ 1.2 180-230 24-28 4-6 N.A. 12-15 16-18
2 1.2 180-250 24-30 4-6 N.A. 12-15 16-18
3 1.2 180-250 24-30 46 N.A. 12-15 16-18
4 1.2 180-250 24-30 4-6 N.A. 12-15 16-18
5+ 1.2 180-250 24-30 4-6 N.A. 12-15 16-18
10.3  Welding sequence and technique:
e D
EQRL [“‘
> ATC oileet (4
1. Provision of run-on/run-off tabs : N.A. ,,ﬂ:‘-‘; ;‘-:l Ll i W
12, Cleaning of weld bead before laying of next weld bead: Prior to each run through manual removal of
Slag, Spatter and any substance which might affect the quality of weld.
13. Root preparation before welding other side of groove weld P MNLA.
14, Preheating and inter-pass temperature P 150°C
15. Peening t NA
16. Post welds treatment ' NLAL

17. Rectification of weld defect

18.
19.

By grinding of the defective weld & rectifying the as per
Cl. 32.2 of IS 9595-96, using %3 ¢lass of electrodes

Of specification. [RS M. 28-02“after conducting D P Test
Visual, D.P. Test & Macro Etching --

MNone

Inspection of Weld

Any other relevant details
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow Srring Steel Girder) at Railway km-443/27-29
berween stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

Name & address of fabricator : NAALSONS ENGINEERS (I) PVT. LTD.
Welding Procedure Specification No. NEIPL/BSG/72.0m/WPS5/29/22-23 Rev 0
1. RDSO Drawing i RDSO/B-10425/3 # Top Tie Beam to Hanger
Section D-D
2. Weld Joint description : Fillet (Weld Size 22 mm)
3. Base Metal 3 25 mm & 32 mm, IS 2062-11, E 350 BO, fully killed.
Normalized/Control cooled
4. Welding Process : F.CAW.
5. Welding Position : Flat Horizontal 2F / Vertical 3F / Overhead-4F
6. Welding Consumable
6.1 Electrode/Wire : Class: 1of IRS M. 46 z%eaﬂsm%

Dia. 1.2mm, Grade as per AWS A 520, ET1T-I1C
Drying method: N A,

6.2 Flux : Class: N.A,
Type: N.A.
Drying method: N.A.
6.3 Shielding Gas : Argon-CO;  Mix
7. Base metal preparation : Fusion faces and adjacent surfaces are cleaned and

made free from cracks, notches, mill scale, grease,
paint, rust etc., which may affect weld quality.

7.1 Joint design details : (Sketch showing arrangements of parts, weld \:\,V\
groove details, weld passes & their sequence Etc.,) oo 0 (WY
& OF HANGER o T2 R 11‘;“4'“ el lH'
/JE.M haclanant ¥ Resed " guw?
asd ) L sui® a"
|—TOP DUbdsi. TE BEAM
| V1 s oveeen

7 (s, o, e rome
l.w.ﬂ t T - YERTICAL AMD TWO HOMIDNTAL
/ TOF TE WA
ora— | 3
| .- S|
SECTION D-D i 3
7.2. Joint preparation 4 Asper IS 10178 — 1995, C1. 8
IRSBI -2001.CL 17.3 & WBC -
= & wec-20



WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
berween stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

8. Welding Current : Type: DC, Polarity: Reverse
9.  Welder Qualification : AsperIS 7310 (Part I)—- 1974
10. Welding parameters and technique:

10.1 Welding Parameters:

| Weld Electrode/ Current Arc Wire Feed Travel Electrode | Gas flow
|! Pass Wiredia. | (Amps) | Voltage Speed Speed Stick-out | (I/min)
(mm) {volt) (m/min) (m/min) (mm)
1 1.2 180-230 24-26 4-6 N.A. 12-15 16-18
2 1.2 180-250 24-28 4-6 N.A. 12-15 16-18
3 1.2 180-250 24-28 4-6 N.A. 12-15 16-18
44 1.2 180-250 24-28 4-6 N.A. 12-15 16-18

10.4 Welding sequence and technique:

.0\-@%#
a7 (AT

. y Oifcer 'RML

g HWTa

I1. Provision of run-on/run-off tabs : N.A. qroue tw ¥V

Rgeue

12. Cleaning of weld bead before laying of next weld bead: Prior to each run through manual removal of

Slag, Spatter and any substance which might affect the quality of weld.

13. Root preparation before welding other side of groove weld ' N.A,

14. Preheating and inter-pass temperature :150°C

15. Peening i N.A.

6. Post welds treatment :N.A,

17. Rectification of weld defect : By grinding of the defective weld & rectifying the as per

Cl. 32.2 of IS 9595-96, using ﬁ:sz';éﬁ“s’s of electrodes
Of specification. IRS M. 28-0 after conducting D P Test
I18. Inspection of Weld : Visual, D.P. Test & Macro Etching

19. Any other relevant details None




WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
berween stns, Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

MName & address of fabricator

Welding Procedure Specification No,

. RDSO Drawing

2. Weld Joint description

Lad

oo R

6.2 Flux

Base Metal

Welding Process

Welding Position

Welding Consumable
I Electrode/Wire

6.3 Shielding Gas
7. Base metal preparation

7.1 Joint design details

NAALSONS ENGINEERS (I) PVT. LTD.
NEIPL/BSG/72.0m/WPS5/30/22-23 Rev 0

RDSO/B-10425/3 # Top Diagonal Tie Beam to Hanger

Section D-D & F-F
Fillet (Weld Size 16 mm)

18 mm & 32 mm, IS 2062-11, E 350 BO, fully killed.

Normalized / Control cooled
F.C.A W,
Flat /Horizontal 2F / Vertical 3F / Overhead-4F

Class: 1 0f IRS M. 46 — BOH1S-6419-1996—
Dia. 1.2mm, Grade as per AWS A 5.20, E71T-1C
Drying method: N.A,

Class: N.A.

Type: N.A.

Drying method: N.A.

Argon-CO; Mix

Fusion faces and adjacent surfaces are cleaned and
made free from cracks, notches, mill scale, grease,
paint, rust etc., which may affect weld quality.
(Sketch showing arrangements of parts, weld

groove details, weld passes & their sequence Efc.g) pge 19 ¥

7.2. Joint preparation

T
o

DES
CAL AND TWD HORIZONTAL

vE
J’_J TP TE BEA

T J—
SECTION D-D
AsperIS 10178 -1995,Cl. 8
IRS B1 -2001. CI. 17.3 & WBC - 2001

;T w9
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WELDING PROCEDURE SPECIFICATION SHEET

Praposed six lane Road Over Bridge (2 x 72,0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumia at Road Chainage 202+ 306 of NH-31 state of Bihar.

8.  Welding Current
9, Welder Qualification
10. Welding parameters and technique:

Type: DC, Polarity: Reverse
As per IS 7310 (Part 1) — 1974

10.1 Welding Parameters:

Weld Electrode/ | Current Arc Wire Feed Travel Electrode | Gas flow
Pass | Wire dia. (Amps) Voltage Speed Speed Stick-out (V/min)
| (mm) (volt) (m/min) (m/min) {mm)
I 1.2 180-230 24-26 4-6 N.A. 12-15 16-18
2 1.2 180-250 24-28 4-6 N.A. 12-15 16-18
1.2 180-250 24-28 4-6 N.A. 12-15 16-18
4 1.2 180-250 24-28 4-6 N.A, 12-15 16-18
10.5 Welding sequence and technique:
Qbh/:.;‘“
1 A {m‘
L oiTicer (M
I1. Provision of run-on/run-off tabs ‘NA, gx SRR }'1; -
i . . g &N
12. Cleaning of weld bead before laying of next weld bead: Prior to each run throughamatni| *¥* b

removal of Slag, Spatter and any substance which

might affect the quality of weld.

13. Root preparation before welding other side of groove weld :N.A,
14, Preheating and inter-pass temperature : 150°C
15. Peening :N.A.
16. Post welds treatment : NLA,

17. Rectification of weld defect : By grinding of the defective weld & rectifying the as per
Cl. 32.2 of IS 9595-96, using A3 Class of electrodes
Of specification. [RS M. Zsﬁﬂ?“gﬂer conducting D P Test

Visual, D.P. Test & Macro Etching
19. Any other relevant details None

18. Inspection of Weld
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 2024306 of NH-31 state of Bihar.

WName & address of fabricator

Welding Procedure Specification No.

l. RDSO Drawing

2. Weld Joint description
Base Metal

4. Welding Process
Welding Position

6. Welding Consumable

6.1 Electrode/Wire

6.2 Flux
6.3 Shielding Gas

7. Base metal preparation

7.1 Joint design details

NAALSONS ENGINEERS (I) PVT. LTD.
NEIPL/BSG/72.0m/WPSS/31/22-23 Rev 0

RDSO/B-10425/4 # L0 Cover Pl to Bottom Long Beam/Arch
Elevation joint L0

Fillet (Weld Size 22 mm)

36 mm & 25/36 mm, [S 2062-11, E 350 BO, fully killed.
Normalized / Control cooled

F.CAW.

Flat / Horizontal 2F / Vertical 3F / Overhead-4F

ARE
Class: 1 of IRS M. 46 — ﬁemm%
Dia. 1.2mm, Grade as per AWS A 5.20, E7IT-1C
Drying method: N.A.
Class: N.A.
Type: N.A. Drving method: N.A.
Argon-C0O: Mix

Fusion faces and adjacent surfaces are cleaned and e
made free from cracks, notches, mill scale, grease, : -1--7,"'%!@’-“1 ( 1':!
paint, rust etc., which may affect weld quality. _gcn ©ffices ( =
" o S A
(Sketch showing arrangements of parts, weld g 0 e LD

groove details, weld passes & their sequence Etel 3%

7.2, Joint preparati

wWate />
S0

AsperI5 10178 - 1995, CL 8
IRS B1-2001.ClL 17.3 & WBC - 2001



WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 siate of Bihar.

8. Welding Current Type: DC, Polarity: Reverse
9. Welder Qualification As per IS 7310 (Part 1) — 1974
10. Welding parameters and technique:
10.1 Welding Parameters:
Weld Electrode/ Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wire dia. (Amps) | Voltage Speed Speed Stick-out (Vmin)
{mm) (valt) (m/min) (m/min) (mm)
1 L2 180-230 24-26 4-6 N.A. 12-15 16-18
2 12 180-250 | 24-28 4-6 NA. 12-15 16-18 |
1.2 180-250 24-28 4-6 N.A. 12-15 16-18
4+ 1.2 180-250 24-28 4-6 N.A, 12-15 16-18
10.2 Welding sequence and technique: One Side to Other Side.
e L
e R {:T%
, Officer (M
11. Provision of run-on/run-off tabs : NLA. w wETEY wwwa

T fh"‘”j- b

12. Cleaning of weld bead before laying of next weld bead: Prior to each run through manual
removal of Slag, Spatter and any substance which
might affect the quality of weld.

13. Root preparation before welding other side of groove weld : N.A.

14. Preheating and inter-pass temperature :150°C

15. Peening : N.A.

16, Post welds treatment :MNA.

7. Rectification of weld defect : By grinding of the defective wel%@:)_rectiﬁ;[ng the as per

Cl. 32.2 of IS 9595-96, using ¥ class of electrodes

Of specification. IRS M. 28-0%after conducting D P Test
18. Inspection of Weld Visual, D.P. Test & Macro Etching <y
19. Any other relevant details None vkt _«
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
berween stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

Name & address of fabricator : NAALSONS ENGINEERS (I) PVT. LTD.
Welding Procedure Specification No. NEIPL/BSG/72.0m/WPS8/32/22-23 Rev 0

1. RDSO Drawing - All relevant drawings on the above

2. Weld Joint description ¢ Smm Tack weld on all filled joints

3. Base Metal i Plates — IS 2062 - 11, E 350 B0

Rolled Section— 18 2062 - 11, 2350 B0

4, Welding Process : M.M.A W,

5. Welding Position : Horizontal — Vertical

6. Welding Consumable Qo o

6.1 Electrode/Wire : Class: & of IRS M. 28 - , with Amend. 1 of

2003 Type: Rutile coated

Drying method: As
recommended by the manufacturer D

6.2 Flux - Class: N.A. u\‘{:\w
v | &Y
Type: N.A. . -r..-‘(h:'
Drying method: N.A. o 18 ——tE L L
6.3 Shielding Gas : N.A. sl 2Nl e
7. Base metal preparation ; Fusion faces and adjacent surfaces are cleaned and

made free from cracks, notches, mill scale, grease, paint, rust
etc., which may affect weld quality.

7.1 Joint design details : Length of Tack weld-50mm: Gap between Tack
welds-300/mm (Sketch showing arrangements of parts, weld

groove details, weld passes & them

7.2 Joint preparation : As per 18 9595 -1996, Cl. 13
IRSB1-2001.CL 17.3 & WBC - 2001

8. Welding Cupsp—_ : Type: DC, Polarity: Reverse
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-443/27-29
berween stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

9. Welder Qualification

10. Welding parameters and technique:

Asper IS 7310 (PartI)- 1974

10.1 Welding Parameters :

©0 00 00000000000 0O0COOCEOIOOPOOOOOOEOONOOOOOSOOOEOTOSO

|

[ Weld Electrode/ Current Arc Wire Feed Travel Electrode | Gas flow
| Pass Wire dia, (Amps) Voltage Speed Speed Stick-out (/min)
{mm) (volt) {m/min) {m/min) (mm)
4 140-180 24-26 N.A. N.A. N.A. N.A.
10.2 Welding sequence and technique :NLA.
11 Provision of run-on/run-off tabs tN.A.
12. Cleaning of weld bead before laving of next weld bead tN.A.
13. Root preparation before welding other side of groove weld tNA,
14, Preheating and inter-pass temperature r NLAL b
! _m'\.-,.ﬂ-
15, Peening s NLA. - \‘ (Y
16. Post welds treatment :N.A. aurch Ohcer ih:
" wEgv
aoye W WWEE
17. Rectification of weld defect 3 WRTELL L
18. Inspection of Weld : Visual , 729
19. Any other relevant details : None



WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

Name & address of fabricator NAALSONS ENGINEERS (I) PVT. LTD.

Welding Procedure Specification No, NEIPL/BSG/72.0m/WPSS/32/22-23 Rev 0

1. RDSO Drawing

2. Weld Joint description
3. DBase Metal

4. Welding Process

RDSO/B-10425/6 Stud 25x200 on Top Surface of

X Girder

Flash 7 mm weld- All around

Plates 18/25 mm / X Girder top surface —I8 2062 — 11, E 350
BO Fully killed. Normalized/Controlled cooled,

Shear Stud-25 mm Dia.

Drawn Arc Stud welding with ferrule,

5. Welding Position Down hand
6. Welding Consumable
6.1 Electrode/Wire N.A. m

G *@b\'}“‘!’
6.2 Flux N.A. : ey (g
6.3 Shielding Gas N.A.  asearch Oificer (M
7. Ferrule

7.1 Base metal preparation

7.2 Joint design details

200

Matching ferrule should be used and these shall beffeaje Tu sraTEH s
from moisture.

Stud should be cut straight square & fitted with

aluminum tool tip. Top flange of the girder to free from

scale, dirt, grease, paint...etc. by scrapping.

(Sketch showing arrangements of welding details.)

o

f.f—Tmm VWeld

——

T—ISMBE Top Flange/
25mm Plate
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
benween stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

8.

Joint Preparation

9. Type of joint

10, Welding Current
10. Welding parameters and technique:

10.1 Welding Parameters:

1SO 13918:2008
Fusion fillet
Type: DC, Polarity: Straight.

Weld Stud dia. Current Lift Weld Time (Sec.) Plunge/Protrusion
Pass {mm) (Amps) (mm) {mm)
1 25 1500-2000 3.00 0.90 4.00

10.2 Welding sequence and technique

14,
15.

16.

Provision of run-on/run-off tabs

Cleaning of weld bead before laving of next weld bead

Root preparation before welding other side of groove weld

Preheating and inter-pass temperature

Peening

Post welds treatment

Rectification of weld defect

Inspection of Weld

Any other relevant details

: Remove of defective stud and new stud weld a.ﬂcr

proper grinding of structure,

: None

: Visual, Ring test & Bend Test

:NAL

:N.A.

NAL

: NLA.

: N.AL

: NLAL

: NLA.

o At
1o E{?\Tf—l {umy
arch Qficer (M

e Tw wAETEW TWE
i
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INDEX -
\
/ .VV | Welding 1 Weld Weld
Sr No ' WPSS No. Component Brosis P..I::i':it.;n Size Remarks
Stiffener Pl F_latf :
«NE]PUBSGJWPSS!?E.{}deIﬂ- to Bottom FCAW Horizonta - —_—
34/ 23 Rev 0 Long Beam /7 l_F /
and Hanger Vertical 3F
Bottom Long Flat /
35 /' NEIPL/BSG/WPSS/72.0m/35/22- | ™ pegry tg FCAW | Horizontal | 20 mm
/ 23 Rev'0 Hanger 4 2F
_ Stiffener pl Vertical 3F
36 #NEIPL/BSG/WPSS/72.0m/36/22- | \ ' Arch and FCAW tovedesd | 26w
/ 23 Rev 0 Hﬂnger / 4F
.| Arhto Overhead
37 , NEIPL/BSG/WPSS/72.0m/37/22 Hsngsr FCAW y S5l g
23 Rev 0 5
Stiffener pl ki F]at /
to Cross chzorlal
g 38/22- 2F
NEIPL/BSG/WPSS/72.0m/38/22 Beam & CCAW _ 20 mm
i / 23 Rev 0 Bottom Long PG s Vertical 3F
Beam / Overhead
4F |
B ISMC 150 to r
Stiffener pl Vertica
3 / NEIPL/BSG/WPSS/72.0m/39/22- = P i | Ot T
23 Rev 0 Intermediate / AF
Cross Beam
- Arch to Flat/
40 / NEIPL/BSG/WPSS/72.0m/40/22- Bottom Long FCAW Horizontal | 25 mm
23 Rev 0 Beam 4 oF
Stiffener pl F]al /
/ NEIPL/BSG/WPSS/72.0m/41/22- | to Bottom ECAW Horizontal | o
L 23 Rev 0 Long Beam ’ 21F /
to Arch Vertical 3F
Bearing Flat/
Shoe to Horizontal
0/ NEIPL/BSG/WPSS/72.0m/42/22- Bottom Long FC AW/ o / YO il
/ 23 Rev 0 Beam Overhead
4F
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2x 72.0m C lear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state aof Bihar.

Name & address of fabricator
Welding Procedure Specification No.

1. RDSO Drawing

2. Weld Joint description
Base Metal

4. Welding Process
Welding Position

6. Welding Consumable

6.1 Electrode/Wire

6.2 Flux
6.3 Shielding Gas

7. Base metal preparation

7.1 Joint design details

7.2. Joint preparation

8. Welding Current

NAALSONS ENGINEERS (I) PVT. LTD.
NEIPL/BSG/72.0m/WPS8/33/22-23 Rev 0

RDSO/B-10425/5 # Stiffener Pl to Bottom Long Beam and
Hanger web Pl

Fillet (Weld Size 25 mm)

32 mm & 25/25 mm, IS 2062-11, E 350 BO, fully killed.
Normalized / Control cooled

F.C.AW.

Flat / Horizontal 2F / Vertical 3F

250
Class: | of IRS M. 46 — 2063/1S 6419:1990,
Dia. 1.2mm, Grade as per AWS A 5.20, E7I1T-1C
Drying method: N.A.

Class: NA. e
Type: N.A.  Drying method: N.A.  ggraw ergeare srfas i) (®ry
Argon-CO; Mix & !stamt Research Officer (M

Fusion faces and adjacent surfaces are clanngyagid 3w w79T9d G9T&
made free from cracks, notches, mill scale, grease,

paint, rust etc., which may affect weld quality.

(Sketch showing arrangements of parts, weld

groove details, weld passes & their sequence Etc.,)

P A Ay

A AU R AR U,

As per IS 10178 — 1995, CI, 8
IRS Bl =2001. Cl. 17.3 & WBC — 2000

Type: DC, W Reverse
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-44 5/27-29
between sins. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

9. Welder Qualification : As per IS 7310 (Part I) — 1974
10. Welding parameters and technique:

10.1 Welding Parameters:

Weld Electrode/ Current ‘ Arc Wire Feed | Travel Electrode | Gas flow
Pass Wire dia. (Amps) | Voltage Speed Speed Stick-out (/min)
{mm) (volt) |. (m/min) (m/min) {mm)
1 1.2 180-230 24-26 4-6 N.A. 12-15 16-18
2 1.2 180-250 | 24-28 4-6 N.A. 12-15 16-18 |
3 1.2 180-250 24-28 4-6 N.A. 12-15 16-18
4+ 1.2 180-250 | 24-28 4-6 NA. | 1215 16-18

10.2 Welding sequence and technique: One Side to Other Side.

u;\(;-\.-.n'*'
o <4l AF WEHUTA TS EARAEE L) |
] S Officer (M

Aszistant Reses

eeWeUTaWe TH Lok

11. Provision of run-on/run-off tabs :NAL

12. Cleaning of weld bead before laying of next weld bead: Prior to each run through manual
removal of Slag, Spatter and any substance which
might affect the quality of weld.

13. Root preparation before welding other side of groove weld :N.A,

14. Preheating and inter-pass temperature : 150°C

15. Peening :N.AL

16. Post welds treatment tN.AL

17. Rectification of weld defect : By grinding of the defective weld & rectifying the as per

Cl. 32.2 of IS 9595-96, using A3 class of electrodes
Of specification. IRS M. 28-02%ter conducting D P Test
18. Inspection of Weld : Visual, D.P. Test & Macro Etching

19. Any other relevant details None o
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2x 72.0m C lear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

Name & address of fabricator

Welding Procedure Specification No.

. RDSO Drawing
2. Weld Joint description
3. Base Metal

4, Welding Process
Welding Position

6. Welding Consumable

6.1 Electrode/Wire

6.2 Flux
6.3 Shielding Gas

7. Base metal preparation

7.1 Joint design details

NAALSONS ENGINEERS (I) PVT. LTD.
NEIPL/BSG/72.0m/WPSS8/34/22-23 Rev 0

RDSO/B-10425/5 # Bottom Long Beam to Hanger web PI
Fillet (Weld Size 20 mm)
25 mm & 25 mm, IS 2062-11, E 350 BO, fully killed.
Normalized / Control cooled
F.C.AW.
Flat / Horizontal 2F

2078

Class: [ of IRS M. 46 — 2083/1S 6419:1996,
Dia. 1.2mm, Grade as per AWS A 5.20, E71T-1C

Drying method: N.A.

Class: NLA.

Type: N.A. Drying method: N.A,

Argon-C0O; Mix M
Fusion faces and adjacent surfaces are cleaned.and. .. . =i+ =710 \wig
made free from cracks, notches, mill scale, grease, | ... Lo
paint, rust etc., which may affect weld quality.yyswe T weuras TFEe

(Sketch showing arrangements of parts, weld
groove details, weld passes & their sequence Etc..)

7.2. Joint preparation

8. Welding Current

. o — i —
Ay AR

As per IS 10178 — 1995, CL 8
IRS B1 —2001. CI. 17.3 & WBC - 2001
Type: DC, Polarity: Reverse
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Proposed six lane Road Over Bridge (2x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29

WELDING PROCEDURE SPECIFICATION SHEET

between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

\ -

)

9.

Welder Qualification

10. Welding parameters and technique:

10.1 Welding Parameters:

As per IS 7310 (Part T) - 1974

Weld Electrode/ Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wire dia. (Amps) | Voltage Speed Speed Stick-out (I/min)
(mm) (volt) (m/min) {m/min) (mm)
1 12 180-230 24-26 4-6 N.A. 12-15 16-18
2 1.2 180-250 24-28 4-6 N.A. 12-15 16-18
3 1.2 180-250 24-28 4-6 N.A. 12-15 16-18
4+ 1.2 180-250 24-28 4-6 N.A. 12-15 16-18
10.2 Welding sequence and technique: One Side to Other Side.
4 ’
' NLA.

18.
19.

. Provision of run-on/run-off tabs

Cleaning of weld bead before laying of next weld bead: Prior to each run through manual

might affect the quality of weld.

Root preparation before welding other side of groove weld

Preheating and inter-pass temperature

. Peening

. Post welds treatment

Inspection of Weld

Any other relevant details

. Rectification of weld defect :

NA.
1 150°C
tN.A.
: NLA.

(-1

By grinding of the defective wtlgj& rectifying the as per
Cl. 32.2 of IS 9595-96, using &3 class of electrodes
Of specification. IRS M. 28
Visual, D.P. Test & Macro Etching

Mone

after conducting D P Test

N

i.l"

£ (M
o T WrETEY wewy
removal of Slag, Spatter and any substance which



WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x

72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29

between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

Name & address of fabricator
Welding Procedure Specification No.

1.  RDSO Drawing
2. Weld Joint description

3. Base Metal

4. Welding Process
Welding Position

6. Welding Consumable

6.1 Electrode/Wire

6.2 Flux

6.3 Shielding Gas

7. Base metal preparation

7.1 Joint design details

TOP TIE BEAM —

DETAIL-4

NAALSONS ENGINEERS (I) PVT. LTD.
NEIPL/BSG/72.0m/WPSS/35/22-23 Rev 0

RDSO/B-10425/2 # Stiffener P1to Arch and Hanger
Fillet (Weld Size 25 mm)

32 mm & 36/25 mm, IS 2062-11, E 350 BO, fully killed.
Normalized / Control cooled

F.C.AW.

Vertical 3F / Overhead 4F

gjnﬂ
Class: | of IRS M. 46 — 206371S 6419:1996,
Dia. 1.2mm, Grade as per AWS A 5.20, E71T-1C
Drying method: N.A.

Class: N.A. e lsan ="
Type: N.A. Drying method: N.A. ARLL |
r (M

Argon-CO; Mix _
Fusion faces and adjacent surfaces are gleangd.and Lo w3199 waHd
made free from cracks, notches, mill scale, grease,

paint, rust etc., which may affect weld quality.

(Sketch showing arrangements of parts, weld

groove details, weld passes & their sequence Etc.,)

‘ [~ ARCH ARCH

1

7.2. Joint preparation

8. Welding Current

10
2 SR

-

As per IS 10178 — 1995, C1. 8
IRS B1 -2001.Cl. 17.3 & WBC - 2001

Type: D%Revcrse



WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

9.

Welder Qualification
10. Welding parameters and technique:

10.1 Welding Parameters:

As per IS 7310 (Part ) - 1974

Weld Electrode/ Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wire dia. (Amps) | Voltage Speed Speed Stick-out (I/min)
(mm) (volt) (m/min) (m/min} {mm)
1 1.2 180-230 24-26 4-6 N.A. 12-15 16-18
2 1.2 180-250 | 24-28 4-6 N.A. 12-15 16-18
3 1.2 180-250 24-28 4-6 N.A. 12-15 16-18
4+ 1.2 180-250 | 24-28 4-6 N.A. 12-15 16-18
10.2 Welding sequence and technique: One Side to Other Side. -
%..\.%%
w o | lbﬂ"
wrglHy WS
11. Provision of run-on/run-off tabs :N.A. -

12. Cleaning of weld bead before laying of next weld bead: Prior to each run through manual
removal of Slag, Spatter and any substance which

might affect the quality of weld.

13. Root preparation before welding other side of groove weld : N.A
14. Preheating and inter-pass temperature 1 150°C
15. Peening :N.A.
16. Post welds treatment :N.A.

By grinding of the defective weld & rectifying the as per
Cl. 32.2 of IS 9595-96, using A3 lass of electrodes

Of specification. IRS M. 28-0Z after conducting D P_Test
Visual, D.P. Test & Macro Etching

17. Rectification of weld defect :

18. Inspection of Weld

19. Any other relevant details None
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

22

Name & address of fabricator
Welding Procedure Specification No.

1. RDSO Drawing
2. Weld Joint description
3. Base Metal

4.  Welding Process
5. Welding Position

. Welding Consumable
6.1 Electrode/Wire

6.2 Flux

6.3 Shielding Gas
7. Base metal preparation

7.1 Joint design details

TOP TIE BEAM —

DETAIL-4

NAALSONS ENGINEERS (I) PVT. LTD.
NEIPL/BSG/72.0m/WPSS/36/22-23 Rev 0

RDSO/B-10425/2 # Arch to Hanger web Pl

Fillet (Weld Size 20 mm}

36 mm & 25 mm, IS 2062-11, E 350 BO, fully killed.
Normalized / Control cooled

F.C.AW.

Overhead 4F

=

202"
Class: | of IRS M. 46 — 2863/1S 6419:1996,
Dia. 1.2mm, Grade as per AWS A 5.20, E7IT-1C
Drying method: N.A.
Class: N.A.
Type: N.A. Drying method: N.A.
Argon-CO; Mix
Fusion faces and adjacent surfaces are cleaned and
made free from cracks, notches, mill scale, grease,
paint, rust etc., which may affect weld quality.
(Sketch showing arrangements of parts, weld .o
groove details, weld passes & their sequéncc Etc.,)

=

{E-—.-_____

- e _ - & OF ARCH

7.2. Joint preparation

8. Welding Current

As per IS 10178 — 1995, CL 8
IRS B1 —-2001. Cl. 17.3 & WBC - 2001 :

Type: DC, Polacity; Reverse

(A

gﬁv\%‘b

i
i el

wraTad CuaTS



Proposed six lane Road Over Bridge (2 x 72.0
between stns. Hathidah JN -Rampur Dumra at

o

WELDING PROCEDURE SPECIFICATION SHEET

m Clear Span Bow String Steel Girder) at Railway km-445/27-29
Road Chainage 202+306 of NH-31 state of Bihar.

9.

Welder Qualification
10. Welding parameters and technique:

10.1 Welding Parameters:

As per 1S 7310 (Part I) - 1974

Weld Electrode/ Current Arc Wire Feed Travel | Electrode | Gas flow
Pass Wire dia. (Amps) | Voltage Speed Speed Stick-out (1/min)
L (mm) (volt) (m/min) (m/min) {mm) |
1 | B 180-230 24-26 4-6 N.A. 12-15 16-18
2 1.2 180-250 24-28 4-6 N.A. 12-15 16-18
3 1.2 180-250 | 24-28 4-6 N.A. 12-15 16-18
4+ 12 180-250 24-28 4-6 N.A, 12-15 16-18
10.2 Welding sequence and technique: One Side to Other Side.
- A
i) T mTg
s N.AL i

11. Provision of run-on/run-off tabs
12. Cleaning of weld bead before laying of next weld bead: Prior to each run through mapual, g weaTau SWAE
removal of Slag, Spatter and any substance which

might affect the quality of weld.

13. Root preparation before welding other side of groove weld NA.
14. Preheating and inter-pass temperature :150°C
15. Peening : NLA.
16. Post welds treatment :N.A,

By grinding of the defective weld & rectifying the as per
Cl. 32.2 of IS 9595-96, using &3 ‘elass of electrodes

Of specification. IRS M. 28-62 after conducting D P Test
Visual, D.P. Test & Macro Etching

17. Rectification of weld defect

18. Inspection of Weld

19. Any other relevant details None
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29 -
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+ 306 of NH-31 state of Bihar.

Name & address of fabricator - NAALSONS ENGINEERS (1) PYT. LTD.
Welding Procedure Specification No. NEIPL/BSG/72.0m/WPSS/37/22-23 Rev 0
1. RDSO Drawing ; RDSO/B-10425/6 # Stiffener Pl to Cross Beam & Bottom
Long Beam
2. Weld Joint description : Fillet (Weld Size 20 mm)
3. Base Metal : 25 mm & 25 mm, IS 2062-11, E 350 BO, fully killed.
Normalized / Control cooled
4,  Welding Process < F.CAW.
Welding Position : Flat / Horizontal 2F Vertical 3F / Overhead 4F

6. Welding Consumable =
&t
6.1 Electrode/Wire : Class: [ of IRS M. 46 —2863/1S 6419:1996,
Dia. 1.2mm, Grade as per AWS A 5.20, E7TIT-I1C
Drying method: N.A.

6.2 Flux d Class: N.A. =
: TN
Type: N.A.  Drying method: N.A. N N
6.3 Shielding Gas : Argon-C0O;  Mix ey ST | 1\:
7. Base metal preparation : Fusion faces and adjacent surfaces are cleaned and__eaict cet ::“
AT ;.—.‘-:jl'du o

made free from cracks, notches, mill scale, .grﬁgggn 6
paint, rust etc., which may affect weld quality.

7.1 Joint design details : (Sketch showing arrangements of parts, weld
groove details, weld passes & their sequence Etc.,)

i |/ o R L}
| ¥ ' Ir
9 1111 N phlie e N
g G e 15"
CONNECTION DETAILS - BC B1  CONNECTION DETAILS - BC B2 CONNECTION DETAILS - BC B3
7.2. Joint preparation : As per IS 10178 — 1995, CL. 8

IRS B1 —2001. CI. 17.3 & WBC - 2001

_8. Welding Current_—__ Type: DC, Polaritys Reverse
— T F

T oS T

-



Proposed

Between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-

-

WELDING PROCEDURE SPECIFICATION SHEET
six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29

31 state of Bihar.

9.

Welder Qualification

10. Welding parameters and technique:

10.1 Welding Parameters:

As per IS 7310 (Part I) - 1974

Weld Electrode/ | Current Arc Wire Feed Travel Electrode | Gas flow

Pass Wire dia. (Amps) | Voltage Speed Speed Stick-out (I/min)
(mm) (volt) (m/min) (m/min) {(mm) |
1 1.2 180-230 24-26 4-6 N.A. 12-15 16-18
2 1.2 180-250 24-28 4-6 N.A. 12-15 16-18
3 1.2 180-250 24-28 4-6 N.A. 12-15 16-18
4+ 1.2 180-250 | 24-28 4-6 N.A. 12-15 16-18
10.2 Welding sequence and technique: One Side to Other Side.
L NS
*N.A . gryIuy Wuns

11.

18.
19.

Provision of run-on/run-off tabs
Cleaning of weld bead before laying of next weld bead: Prior to each run through manual
removal of Slag, Spatter and any substance which

Preheating and inter-pass temperature

. Peening

Post welds treatment

Inspection of Weld

Any other relevant details

. Rectification of weld defect :

might affect the quality of weld.

. Root preparation before welding other side of groove weld

:N.A.
:150°C
t N.A.
:NLA,

By grinding of the defective weld & rectifying the as per
Cl. 32.2 of IS 9595-96, using A8 Class of electrodes

OF specification. IRS M. 28-03 &fter conducting D P Test
Visual, D.P. Test & Macro Etching T

MNone
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/2 7-29
between sins. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

Name & address of fabricator

Welding Procedure Specification No.

1. RDSO Drawing
2. Weld Joint description
3. Base Metal

4. Welding Process

5.  Welding Position

6. Welding Consumable
6.1 Electrode/Wire

6.2 Flux
6.3 Shielding Gas

7. Base metal preparation

7.1 Joint design details

7.2. Joint preparation

8. Welding Currept—no__

NAALSONS ENGINEERS (I) PVT. LTD.
NEIPL/BSG/72.0m/WPSS/38/22-23 Rev 0

RDSO/B-10425/6 # ISMC 150 to Stiffener Pl in intermediate

Cross Beam

Fillet (Weld Size 6 mm)

ISMC 150 & 10 mm, IS 2062-11, E 350 BO, fully killed.
Normalized / Control cooled

F.C.AW.

Flat / Horizontal 2F Vertical 3F / Overhead 4F

.68
Class: | of IRS M. 46 — 2603/1S 6419:1996,
Dia. 1.2mm, Grade as per AWS A 5.20, E7IT-1C
Drying method: N.A.

Class: N.A.
Type: N.A. Drying method: N.A.
Argon-CO; Mix n“{j}\wﬂp

Fusion faces and adjacent surfaces are cleaned and

made free from cracks, notches, mill scale, grease,

paint, rust etc., which may affect weld quality. TE
(Sketch showing arrangements of parts, weld 1
groove details, weld passes & their sequence Etc.,)

floeT v
qrun 9o

:|___': )

e p |

b 2eff 20,
. :'.f"f :_[;j,,
SECTION B1-B1
As per IS 10178 — 1995, CL. 8
IRS B1 —2001. CI. 17.3 & WBC — 2001

Type: DC, Polarity: Reverse




Proposed six lane Road Over Bridge (2 x

%
_.--—‘—"'_/

WELDING PROCEDURE SPECIFICATION SHEET

72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between sins, Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

9,

Welder Qualification

10. Welding parameters and technique:

10.1 Welding Parameters:

As per IS 7310 (Part I)— 1974

Weld Electrode/ Current Arc Wire Feed Travel Electrode [ Gas flow
Pass Wire dia. (Amps) | Voltage Speed Speed Stick-out (I/min)
(mm} ) (volt) (m/min) (m/min) (mm)
1+ 1.2 180-230 24-26 4-6 N.A. 12-15 16-18

10.2 Welding sequence and technigue: One Side to Other Side.

. Provision of run-on/run-off tabs

(% -
n%\w
"L\J e

- a1l ARG
wcer (M

T NLAL el
e prgiad LT L

Cleaning of weld bead before laying of next weld bead: Prior to each run through mandal

Post welds treatment

Rectification of weld defect :

. Inspection of Weld

Any other relevant details

removal of Slag, Spatter and any substance which

might affect the quality of weld.

Root preparation before welding other side of groove weld tNAL
Preheating and inter-pass temperature +180°C

. Peening : N.A.

:N.A.

By grinding of the defective weld & rectifying the as per
Cl. 32.2 of IS 9595-96, using &3 class of electrodes
Of specification. IRS M. 2867 after conducting D P Test

Visual, D.P. Test & Macro Etching

None




WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between sins. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

Name & address of fabricator : NAALSONS ENGINEERS (I) PVYT. LTD.
Welding Procedure Specification No. NEIPL/BSG/72.0m/WPSS5/39/22-23 Rev 0
. RDSO Drawing : RDSO/B-10425/4 # Arch to Bottom Long Beam
2. Weld Joint description : Fillet (Weld Size 25 mm)
3. DBase Metal 2 32/36 mm & 25 mm, IS 2062-11, E 350 BO, fully killed.
Normalized / Control cooled
4. Welding Process : F.C.AW.
5. Welding Position - Vertical 3F / Overhead 4F

6. Welding Consumable

1615
6.1 Electrode/Wire : Class: I of IRS M. 46 —20803/1S 6419:1996,
Dia. 1.2mm, Grade as per AWS A 5.20, E71T-1C

Drying method: N.A.

6.2 Flux : Class: N.A.
Type: N.A. Drying method: N.A.
6.3 Shielding Gas : Argon-CO; Mix
7. Base metal preparation : Fusion faces and adjacent surfaces are cleaned and gt
made free from cracks, notches, mill scale, grease,, SN (g
paint, rust etc., which may affect weld quaﬁty.' ; r (M
; weETaw L L i

7.1 Joint design details - (Sketch showing arrangements of parts, weld
groove details, weld passes & their sequence Etc.,)

f& e :
.
e o . | SN -
7.2. Joint preparation : As per IS 10178 — 1995, CL. 8
IRS B1 —2001. CL. 17.3 & WBC - 2001
8. Welding Current : Type: DC, Pula,gyé\Reverse




Proposed six lane Road Over Bridge

167

WELDING PROCEDURE SPECIFICATION SHEET

(2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29

between stns. Hathidah JN -Rampur Dwnra at Road Chainage 202+306 of NH-31 state of Bihar.

9.

Welder Qualification

As per 1S 7310 (Part I) - 1974

10. Welding parameters and technique:

10.1 Welding Parameters:

Weld Electrode/ | Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wire dia. (Amps) | Voltage Speed Speed Stick-out (I/min)
{mm) (volt) (m/min) {m/min) (mm)
1 1.2 180-230 24-26 4-6 N.A. 12-15 16-18
2 12 180-250 24-28 4-6 N.A. 12-15 16-18
3 12 180-250 24-28 4-0 N.A. 12-15 16-18
[ 4+ 12 180-250 | 24-28 4-6 N.A. 12-15 16-18
10.2 Welding sequence and technique: One Side to Other Side.
| |
HIQ
11. Provision of run-on/run-off tabs :N.AL ficer (M
12. Cleaning of weld bead before laying of next weld bead: Prior to each run thmugl: ??:afg?lﬁﬂ ;{_',u - gemTay AW
removal of Slag, Spatter and any substance which
might affect the quality of weld.
13. Root preparation before welding other side of groove weld NLAL
14. Preheating and inter-pass temperature :150°C
15. Peening tNLAL
16. Post welds treatment :N.A.
17. Rectification of weld defect : By grinding of the defective wel ﬁ: rectifying the as per
Cl. 32.2 of IS 9595-96, using A3 class of electrodes
Of specification. IRS M. 28-02 after conducting D P Test
18. Inspection of Weld Visual, D.P, Test & Macro Etching
19. Any other relevant details None
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m C lear Span Bow String Steel Girder) at Railway km-445/2 7-29
between stns. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

Name & address of fabricator ! NAALSONS ENGINEERS (1) PVT. LTD,
Welding Procedure Specification No. NEIPL/BSG/72.0m/WPSS/40/22-23 Rev 0
1. RDSO Drawing 2 RDSO/B-10425/4 # Stiffener pl to Arch to Bottom Long
Beam
2. Weld Joint description : Fillet (Weld Size 25 mm)
3. Base Metal : 32 mm & 25/36 mm, IS 2062-11, E 350 BO, fully killed.
Normalized / Control cooled
4, Welding Process - F.CAW.
5. Welding Position : Flat / Horizontal 2F
6. Welding Consumable
6.1 Electrode/Wire : Class: 1 of IRS M. 46 —3%513"35 6419:1996,
Dia. 1.2mm, Grade as per AWS A 5.20, E7TIT-1C
Drying method: N.A. b
6.2 Flux : Class: N.A. T
Type: N.A. Drying method: N.A. - - W (wIg
6.3 Shielding Gas : Argon-CO; Mix A e, Oficer (M
7. Base metal preparation ; Fusion faces and adjacent surfaces are cleaned al:l_d':ﬁn_ i':-' gy WETE

made free from cracks, notches, mill scale, ghéasé,
paint, rust etc., which may affect weld quality.

7.1 Joint design details : (Sketch showing arrangements of parts, weld
groove details, weld passes & their sequence Etc.,)

C'I OF BEARNG
E‘L —32 THK ETIFFENER
_."_.141...-_!.[_ _. /
- ! §——B0TTOM CROSS BEAM (ENT) 25;
N T — 2. | , | {RZFER SEPARATE DRG.) v ‘,'_-:}' £
2 Te¥. STIFFEMER \ 3\_ I N AR, :
_nii_-=u,!-—."!' -"\-l"r* N'—:E:ﬂm— e r—— m-—m—m—ﬂg - =5
§ THK. COVER PLATE-R !I e ' 3 mm——— —~sm w4 B
WL g ! / coeR PE 3
\!5 i e I = ‘I{T_L_ S =] r::h m
— A — _'__""""-:__' T __'g‘ = _'__,"'-‘-"'_ LA - m— A — e — '_".'_'_- —
iﬁ,#mfmmmm’ r ’ -2_:).._\\ eT—— AD
ciioal | I
| v, i
= r l = |, Jl_-"' j L T s re— -TIH—-:_:w" M—-‘—E: =y
7.2. Joint preparation : As per IS 10178 - 1995,CL. 8
RS B1 —2001. Cl. 17.3 & WBC - 2001 |
2 Weldineg Current - Type: DC, Polarity: Reverse



WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29

between stns. Hathidah JN -Rampwr Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

9.

Welder Qualification

10. Welding parameters and technique:

10.1 Welding Parameters:

As per IS 7310 (Part [) - 1974

—

Weld Electrode/ Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wire dia. (Amps) Voltage Speed Speed Stick-out (I/min)
(mm) _ (volt) {m/min) (m/min) (mm)
1 1.2 180-230 24-26 4-6 N.A. 12-15 16-18
i 12 1.2 180-250 | 24-28 4-6 N.A. 12-15 16-18
3 1.2 180-250 24-28 4-6 N.A. 12-15 16-18
4+ 1.2 180-250 24-28 4-6 MN.A. 12-15 16-18
10.2 Welding sequence and technique: One Side to Other Side.
A =
2 e ’//}' ii]
2 i f’{._k “\ﬁpﬁflmﬁ
[ r“} By i i, = ] -. ' _‘__‘--;t[ if""

11.
12;

o
Ty weATEE TS

sageqToUe
Provision of run-on/run-off tabs : N.AL
Cleaning of weld bead before laying of next weld bead: Prior to each run through manual

removal of Slag, Spatter and any substance which

might affect the quality of weld.

Root preparation before welding other side of groove weld :N.A.

Preheating and inter-pass temperature :150°C

Peening :N.A.
INA.

Post welds treatment
By grinding of the defective wclggi rectifying the as per
Cl. 32.2 of IS 9595-96, using A3 class of electrodes

Of specification. IRS M. 28-02 afiter conducting D P Test _
Visual, D.P. Test & Macro Etching

Rectification of weld defect :

Inspection of Weld

Any other relevant details None



1bY
WELDING PROCEDURE SPECIFICATION SHEET =

ed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29

Propos
between ss. Hathidah JN -Rampur Dumra at Road Chainage 202 +306 of NH-31 state of Bihar.

Name & address of fabricator : NAALSONS ENGINEERS (1) PVT. LTD.
Welding Procedure Specification No.  : NEIPL/BSG/72.0m/WPSS/41/22-23 Rev 0
1. RDSO Drawing : RDSO/B-10425/4 # Bearing Shoe to Bottom Long Beam
2. Weld Joint description ; Fillet (Weld Size 10 mm)
Base Metal : 32/25 mm & 25mm, IS 2062-11, E 350 B0, fully killed.
Normalized / Control cooled
4.  Welding Process : F.CAW.
5.  Welding Position - Flat / Horizontal 2F / Overhead 4F

Welding Consumable

' no
6.1 Electrode/Wire ; Class: I of IRS M. 46 — 2363}18 6419:1996,
Dia. 1.2mm, Grade as per AWS A 5.20, E7TIT-1C

Drying method: N.A.

6.2 Flux : Class: N.A.
Type: N.A. Drying method: N.A.

6.3 Shielding Gas : Argon-CO: Mix

7. Base metal preparation ] Fusion faces and adjacent surfaces are cleaned and
made free from cracks, notches, mill scale, grease, nh\g\.‘_m-
paint, rust etc., which may affect weld quality.

7.1 Joint design details 2 (Sketch showing arrangements of parts, Wﬁ% o Agsw .amfﬁ 'Ll::

groove details, weld passes & their sequence Elc.,) ”:H:‘;

I
l‘,—--ﬁ THK. M.5. PLATE

11';— 32 THK. STIFFENER
[

: ~—36 THK. COVER PL.

HIN_pp2

T BOTTOM LONG BEAK

.
7.2, Joint preparation g As per IS 10178 — 1995, CI. 8
IRS B1 —2001. Cl. 17.3 & WBC - 2001
8. Welding Current : Type: m,iﬂpliwcverse
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WELDING PROCEDURE SPECIFICATION SHEET

Proposed six lane Road Over Bridge (2 x 72.0 m Clear Span Bow String Steel Girder) at Railway km-445/27-29
between sins. Hathidah JN -Rampur Dumra at Road Chainage 202+306 of NH-31 state of Bihar.

9.

Welder Qualification

10. Welding parameters and technique:

10.1 Welding Parameters:

As per 1S 7310 (Part I) - 1974

Weld Electrode/ Current Arc Wire Feed Travel Electrode | Gas flow
Pass Wire dia. (Amps) Voltage Speed Speed Stick-out {I/min)
(mm) {volt) {m/min) {m/min) {mm) |
1 1.2 180-230 24-26 4-6 N.A. 12-15 16-18
2 12 180250 | 2428 46 NA. 12-15 618 |
3 12 180-250 | 24-28 4-6 NA. 12-15 16-18 |
10.2 Welding sequence and technique: One Side to Other Side.
: NLAL

12.

13.
14.
15.
16.
1.

18.
19.

. Provision of run-on/run-off tabs

Cleaning of weld bead before laying of next weld bead: Prior to each run through manual
removal of Slag, Spatter and any substance which =

might affect the quality of weld.

Root preparation before welding other side of groove weld

Preheating and inter-pass temperature
Peening
Post welds treatment

Rectification of weld defect

Inspection of Weld
Any other relevant details

[ \ﬁ-\'ﬁ&h

INA. g agaain wiasra (WL

e . LiceT {M'

: 150°C ; B—
: NLA.
:NLA.

By grinding of the defective weld & rectifying the as per
Cl. 32.2 of IS 9595-96, using A2 class of electrodes

Of specification. IRS M. 28
Visual, D.P. Test & Macro Etching

Mone

after conducting D P Test




