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)
60.0m clear span 3 lane
Model WPSS No: RDSO/Infra-ll/IB&S/ROB/BSG/
WPSS/60.0series (41 Nos)



WELDING PROCEDURE SPECIFICATION SHEET (WORKSHOP) |

60 MTR CLEAR SPAN
(BOW STRING STEEL GIRDER)
RDSO DRAWING NO:RDSO/B-10427 (SERIES)

Name of work: Construction of 2 lane ROB and its approaches in
KM 158(old KM 153) on NH-104 at Jaynagar Bypass in the state of
Bihar on EPC mode for the year 2021-22(job No.-104(New NH-
227)-BR-2021-22-47). : \

Agreement No- 01/EPC/2022-23 Dated 20.05.2022

Fabricator (Regd. Office & Work Site):

M/s. Struc-Rite Metal Building Systems, Unit-11, Borai, Durg-491001.

Contractor:

M/s.RamKripal singh Construction Pvt.Ltd.

CLIENT:

NATIONAL HIGHWAYS AUTHORITY OF INDIA(NHAI)
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W.P.S.S. INDEX SHEET
60 MTR SPAN BOW STRING STEEL GIRDER

RDSO/B/10427 (SERIES)

- wrssun DESCRIPTION WELD SIZE | PAGEND. | REMARKS
| SRMBS/RKSCPL/SHOPWPS/0M/01 mmmnm,mnnpmmE omm | 002 | saw |
Eﬂ;ﬂw | Hanger Beam & Top [Hu;;'r_h ;urn_ 10 mm_ 0304 SAW
SRMBS/RKSCPLSHOPWPS/E0M/03 Erﬂﬂnthmﬁmhum_._ | 14 mm 0506 SAW
| SRMBS/RKSCPLISHOR/WPS/E0M/04 | an:rnna;mm . -l,_ I;Jmm—_m'-l.‘lﬂ 5:
iﬂmm ;111:#2:: Bottom Long Beam 10 mm 09-10 .’ FCAW
| SRMBS/RKSCPL/SHOPWPS/60M/05 :Dhm:h Beam 10 mm 11-12 FCAW
| SRMBS/RESOPL SHOPWPS/60M/07 | E-HltHan;;r ; lj 10 mm 13-14 ! FCAW
rmﬁmmw | ToaTh BB TopDgorel T | 30mm | 1516 | FoAW
SRMES/RKSCPLISHOPIWPS/60W0S | Web Splce ot Inermedote Botom Goss | 1y | 17248 | Reaw
SRMBS/RKSCPL/SHOP/WPS/GOM/10 | ey o o ermedite Bomm Coss. | - 34 19:20 FCAW
SroMBSSCR PP/ | S SPE o ntemedite Bt 2mm | n2 | row
! SRMES/RKSCPL/SHOPWPS/50M/12 E;mnmuaﬂmum 25 mirn 23-24 FCAW K
Immmnwmﬁ Web. Zphce ot End Bottom Cross Beom 20 mm 25-26 FCAW
SRMBS/RKSCPL/SHOP/WPS/60M/14 m&#llmm 8 mm 27-28 FCAW
SRMESIRKSCPL/SHOPTWPS/S0u/1 | Stud Welding of Exd St s v || e | TR
ferrule |
SRMBS/RKSCPL/SHOR/WPS/sosy16 | Tack Weld of all Component 5 mm 33-34 FCAW |
I s = - A 02




Page 01
— ET FOR 60 MCLEAR SPAN BOW STRING GIRDEFR =
’LMMIHF&W Mfs. Struc-Rite Metal Bulkiing Systems, Uit-I1,Borai, Durg-431001.
Proceduure specification No. | SRMBS/RKSCPL/SHOP/WPS/60M/0L |
%Mm_ 2 =
.| Welding Joint Description, mm - Bottom Lo \vch & Top Tie Be
ﬂ@;mlﬁnﬁt— = | | 25mmx2Smm hﬁiﬁﬁfuﬁiﬁm,:m—ml,m_:aﬂm
J—B—u-ﬁﬂ_ﬁm | : | 5AMW. |
——=_| Welding Position, ) 1F o N
D6._| Welding Consumable. =" = 3 )
"J‘ Class W2 of IRS: M-39-2020,
Bl Dia 4 mm
«-L Type Copper Coated Mild Steel Wire. |
i’— = Drying Method e L u J
' Class F2 OF IRS M 39 - 2020
6.2
‘ll Type Agglomerated.
J] &3 e Drying Method Huiwmmmda!pefmﬂlagwer. ==
B3| Shielding Gas - = == _
A Fusion Faces and adjacent surfaces are cleaned and made free from Cradks,
/ U7. | Base Meal Preparation Notches, and Ml scalc, Grease, Paint and Rust etc., which may affect weld
J,1- . qualty, o i o ==
,J- Joint dosign Details sequence etc. ) |
l (Web with flange) .
B3O e .
ALl FOuR |
CORNERS | 8060 .
ﬂ i |
| 2 | Bl
I
é:?.l E E 23 5 'ﬂ| 34
R [ I %—!
J_ ki ﬂ ]I Ill'llr;ﬂ-! I
825 - |
+ (BOTTOM LOWG BEM) {bv o |
L Vil i ;oY i s (ARCH |
| ursl. Ressarch Offisanhar
72| Jaint preparation T e TS 5 - 19, 5: 7215 & Welded Aridge Cade,
L wah : i o - TR atf
F B Type | : |0OC = =
" 98, | Weider suallication Tt [ s e I5: 731077307 (Partl] - 2018
10, Parameters and technicue -l
70 R U 5 =




” 00 NN O O DS

— . . Page 02
We | Becudes | on | s vokage [ WeeFoed | 1o cuag | Bomodes | o, |
Sequenc Np, | “ire dia ko e o
b | ey | O | N | e | O | e | O
147 | 4 490-550 | 28-1 ‘ 20-25 | n.m-p.sg_J__ 15-20 | NA
; 1“~1.-MEmmam_mm | P NA _?
i M By = ; ' Fres = - = d
2 I
|
10mm |
L |
|
]
i '|
L ) |
T_EL Provision of fun-on / run-off tab Yes - ]
Zu wwmmmmm@ iy ' N
513' mwﬁmm&w 1 |
P 1. Preheating and inter pass temparature Preheat Temp, -Min 150°C & Interpass Temp,-250%C Max. |.
15, | Peening ' A,
16. | Post Weld treatment LT ]
By re-weiding after complete remeval of defective e |
17. | Rectfication of weid defect rﬂdupﬁﬂjuﬂﬁﬂﬁ-ﬁ,mmmﬂgﬂ:
k" | IRS M 45} after conducting DP Test,
18. | Inspection of Weid | Visugl, DLP. MPT & Macro elching Test, =
hﬂ I| Any ather relevant Detalls : " T




{2ass
6.2
Type
' i
— Dryinn Method
I&?-__ o= -
07. | Base Metal Preparation

: | ROSO/B-10427/1

Fillet 10 mm - -Henger Beam & Top Diagonal Tie

22mme2Smm, 2BennX28mm 15 2062 - 201]

e —_—

W2 af IRS: M=30-2020,
4 mm
"iumu:nmmwm

F2 OF IRS:M-39 - 2001

Agglornerated,
Recommended a5 pef manufachwer,

A,

Fusion Faces and adjacent surfaces are ceaned and made free from Cradks,
 Hotches, Mill scale, Grease, Paint and Rust etc., which may affect weld quality, | .-

05, | Welder qualification

10, | Weiding Parameters and technique

ﬂ. mhmm

I ..Lr
o

{Sheteh arrangements of

parts, weld bead weld
t“ ammuw — gais  »j

{
{Web with flange} |Ig! L
600
b (WANGER) | 4P 2oy af aden
1.2 | Joint preparation As Per IS} 4353 - 1995, IS: 7215 & Welded Brid
b Welding Current
A Type oC

h Polarity Reversa



— N
f[. Weld BRI Current ArcVoltage | Wi Fesd mw[ Bectmdes | o oo |
Sequence wire dia, Spesd Shick out
1}———H. _om) | (s } o N B I O OO . sl
_1__,'}_ 4 | 4%0-3% |_ 1B-12 | .0-25 | 0.30-0.50 15- 20 NA J
’I{_;M_quj.gsqmmw NA : ',
| : = —— = ==
4 1
L0mm
108
j 2 3
{L_ii__ulﬁ:“ﬂfmm.fnm-uﬂm Yes =
(11' 12, wulnddbuumwmmﬂ - - - .
Root preparation before other side of | :
ﬁu' groove weld " A, -
| 14 | Preheating and inter pass temperature Prafheat Temp.-Min, 150°C B Interpass Temg.-250°C Max.
| 15 | peening A
3: 16. | Post Weld teatment LA,
' By re-waiing after complets removal of defiective weld B rectify the
17. | Racification of wedd defisct weld as per 01.32.2 of 15 9595-96, Flunt
JI- mnmmm:ﬂmﬂm Cored Wire {Class 1 of
’l!E Inspeciion of Weld | Visual, DJF., MPT & Macro etching Test.
L 18, | Any other relevant Detail

\



" Page 05
ICATION SHEET FOR 60 MCLEAR SPAN BOW STRING GIRDER
|| M. Struc-Rite Metal Bulking Systerms, Uni-I1 Bora, Durg-43100L. '
i mmmmpgmg
- Flﬂﬂl:h'ﬂvlm_z:j_ e

SAW. —

% —ﬂ.,“‘n—ﬂ-,—-:‘_};
i; :! ﬁliji| ﬁ i

EI

gi

E
E il Eis&J

W2 of 1HS: M-30-2020,
4 mm
Copper Coated Mild Steel Wire,

F2 OF TRS:M-39 - 2001

;
6.2
Anglomeratad.
[ 53 | Shieiding Gas Secommmended g pot manuacteer, |
T | s ol eyt | Fuson Facas and adiscent surfces are deanad and mace free rom Cads, |
ET e, Paink and Rust ek, which may affect weld aualry.
‘ r Joint design Details : scale, Grease, !
r s |
| | : * ; 1
| o | L h-'-l |
f | 14
[ | o o |1 ON AL FOR
(Shaetch showing srangements of parts, o e [ | CORNERS |
= nddhﬂuﬂmjwﬂdm,:w ﬂ — ....._)LI‘ 25 | 25
L | s g leg e t
£ <le=|m |
lf . B DP 10 THK. !
PLATE |
J:F —— A |
g | 600 .

w !

END BOTTOM CROSS EEAM l

| ?,: rmmaiun

As Per T5: 4353 — 1995, I5: 7215 & Weldad Bridge Code.

| Welding Current

Type
! Polarty

|
s By J.

9. | Welder qualification

As per 15: 7310/7307 (Partel) = 219 iniie o, '

<10, | Welding Parameters and tm:hlique_

¥
i el &
3 fer— 3 AR A i T

AT i & N |

el

R T

i ]‘:[-'.1 HEEIEEW :j;;bf . TR 3w i i - |
.] L,—-—‘. .'tﬂ"_ - anl il X W - g~ o
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'a
T T - s _.P?EFET‘-'*
Sﬂl.lm wire dig. Spoed Travel Spepd Gas Flow
ﬂ'—l‘______ —nl rm_“] 1 IM.“:} e b {myemin) [ (mymin) }ﬂft’ﬂ?t (i/inin.) |
ﬂl-____l ) -0 | 8- | 20-25 | om;-0s0 | 15-20 nA |
] 4 | 40-ss0 J-32 | aw-as *__E:’.‘?_‘“_’“ 15-20 i J
_lﬂi]wumnhwmmum:iqm . "."m..a.. -
¢ . s Tl 1= _ e g
f [
g '
I
¢ |
& |
¢ .
| |
¢ _ |
S . ; 1
il,_li .fﬂ_'ui_ﬁmnl'run-mfnnmhh -|_ Yas |
12, | Oeaning of wekd bead before laying nextwekd | e _ |
T ) —
13, | Roat preparation before welding other side of i '
1_ oroawe: weld |
III-'I
j 14, Preheating and inter pess temperature Preheat Temp.-Min. 150°C & Enterpass Tamp,-250°C M I
15, | Peening NA. i
16, | Post Weld treatment . LA, |
. By re-welding sfter complete removal of defective wekd & rectify the |
’T 17. | Rectification of weld defect witid & per C1.32,2 of 15 9595-96, using Flux Coned Wire (Class | of ,
IRS M 45) after conducting DP Test,
¥ 18, | tnspecton of wet : | Visuah, 0.2, MPT & Macr etching Test
3 19. Any othes relevant Details =




i

3

-
.y
T
i v
T3R0S0 Drawing . T —
Ol 0o gt Descrigon, | ¢ | il 10 o ~ intermediate Gotom Cross Beam =
e eMetd, | 16mma20/28mm 1S: 2062 - 2011, Gr.: E350 BO
—~%_| Welding Process SAW. == ==
o M ] —— = —
=t 95. | Welding Position, s | Flat 3 = ===
o Weking Consumable, i e 2
"lul mmm o o e —— T -
- (lass W2 of IRS: M-38-2020,
(SEE bl i |4mm l'
Tvpe | @ | Copper Coated Mild Stes| Wire.
- TR ——DMoMethod | ; (mA 000 . — ]
- ! Csss | | F2OF IRS:M-39-2001
Q Type Agglomerated,
| — Drying Method Recommended as e
—— 1Ting Fethod fecommendead as per manufacturer, )
q:"r_"i_ Shielding Gas NA a
H o —— -— i PRI P L I KR
- 07, WFIHNHHMMMMHMMMM
|__ Base Metal Preparation rttdmmnu,m,mmnwm,mmﬁmm
e —t— cually. o
J  Joint design Detals |
ﬂ I _ o — . d
T : |
f1 7.1 | weid bead detas, wel passes & ther 3 '|
,] Sequence elr,) 4 § i
. g |
ﬂ:' 8 + uf" " II
At e |
".E 7.2 | Joint preparation : MPHIE:HE.?—IHS,E:HIE&WWM ?
. Welding Curmens | |
1" =l e
ﬂi_“' Welder qualification Japer 15 TSUYTOP (el ~219 T T Ny
T 1, mﬁmaﬂm 2 L5 | 'f'-':TEE.- !.I-.I-.;;:J""-I? i - |
73 10,1 | Welding Parameters i e T R e
" . 1-\_: T S — ——
5 L. z’iﬁw -

T e
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before welding cther side of

Prefesting and inter pass lemparature

——
Post Weld reatment

- - - Fape 08
Arc Voltage Wire Fead Travel Hﬂmﬁm" s i
(Viit) Wﬂmd (myrmin) Stick out Gﬁmmh
M O W L I e |
B2 | 20-25 | om-om | s-m | wa |
|7: S ]

1 ___— —— ——..— =
E_f__?éﬂﬂﬂdhmhﬂmhﬂgmmﬂ
] 13, Hmma?m_
e w—m:_".u
A o1, | i

EL

e —
MNLA, - __rl

Preheat Temp.-Min. 150°C & Interpass Temp,-250°C May,

&6 per (L322 of

e B e KL Enﬁrm,mmwm;mﬁm |
moF I

nspectio Weld - Visual, D.P., MPT & Macro etching Test. :

- Ay oiher re Details = o == I
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W

e -

i P ! W‘m“ﬂﬁﬂumumu,mmjm
—'—ntw_“ﬂﬂm | WWW —
*-——ﬂ"ﬁ“:—"fﬁ — | ROSO/B-10427/4 & ROSO/B-104275 . -
.‘_E_IE-MF——-D_“““__: — == | Fllet 10 mm - ~ DP1 B DP2 ot H!tcunr_mgm b ==y
| Weldng P —— : __-.__l_mzhmlm IS: 2062 - 2011, Gr, ; E350 B0 e
'i.i.ii_m"""— —_|i|FCAW. (Puxcore orc Welding) : —
Welding Position. |+ | Horizantal verticat e
Welding Consumable. frb B |
HecrodefWie Ty = e
Class | | Class 1 of IRS M 45-2013 g
Tﬁ: et (AW AS.20- 10y E71T-12),
: | Fhax Cored Filer Wire.
AE — Drying Method | : | N,
—_— — R
Class .]Iua.,
Type | 1| KA
1 — Drying Methed | : | NA
g"dﬂ'g_';f_ S| A [
 Base Metat Prearation . | Fusion Faces and adjacent surtacas are claned wad made e from Grace, |
o |'__n-:l1= Ml scale, Greaso, Paint and Rust etc., which may affect weld gualty.
il _Eﬁﬂﬂﬂs G |
1 | (Shench showing smangemests of pars, |
weld bead details, weld passes & their '
Jony | S
L Diaphragm Plate with Arch, Bottam
‘L beam, Top Tie Beam & Top Luted - |
Beamb,
f[ {18MIC2SMM, 1 8mmues 2mm, 1 Smena2mm
& 18mmxi2mm) !
‘[ .
| 7.2 | Jaint preparation : | As Per IS: 10178 — 1905, IS: 7215 & Weided Bridge Code. Fillat Joint
L —
(] Weiding Current
.J-m. Type | . | pc o
1 ol R—
T 08. | Welde qualification || AsperIs: 73107307 (Pat) - 2019 o aiftve /eIy T TS
7 10, | Welding Parameters and technigue : Assit. Research OficerZC
| — S sty 0 Rasays
- 10.1 | Welding Porameters : YoHoRiuto, HETH,/R.0.S 0., Lucknow




(I L) R VR )

e — . _Pmel®
Weld Pass o, vﬂrlm:h“ﬂ. Current Are Violtage Speed Travel Spasd Esmm": Guﬂnl'
| e | e | O | gy | 00 | Ty | O
(Rot pess) 1.2 200 - 240 24-26 4-5 MA 13- 18 13- 16 ]
i_] =] 12 W00-240 | 24-26 4-6 | NA | 13-18 13-16 |
T 56 | 12 | 200-240 | 24-36 a-6 | MA 13- 18 13-16 |
2 10.2 | Welding Sequence and techmique | ]_ [na
5.
=
=~
& 10mm 10mm
4:-:]- 1| |2
— S — —
h 11, leﬁm. :fmn-u.u!'rjmﬂ[nti- | | LA
Oeaning of weld ol B
S 119 of weld bead before laying et weld | . | ook Ceaning and ariiding
A 13 Rmtnﬂﬁmﬁmmuuumgﬂ MA.
& 14. | Preheating and inter pass temperature Prehest Temg.-Mn, 150°C & Interpass Temp.-250°C Max.
Fa 1L [Penimg N.A. - |
| 16, | Post Weid treatment - MA, ]
7 By m-witiding after complate removal of defective weld B nectify the
£ 17. | Rectification of weld defact weld a5 per C1.32.2 of 15 959596, using Fux Cored Wire (Class T of |
1 IRS M 46) after conducting DP Test. '
~, 18 | Inspection of Weld - Visul B O.P,
"i!. 19, | Anyother relevant Detalls Diaphragm Plate(DP1Weldng

iV
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Page 1]
—_ WELDING PROCEDURE SPECIFICATION SHEET FOR 60 MCLEAR SPAN BOW STRING € S—
'“M__wmﬂuw * | Mfs. Struc-Rite Motal Building Systems, Unit-1, Boral, Durg-491001. l
E‘i"‘iﬂ“—mwimh : | SRMBS/RKSCPL/SHOP WPS/60M/D6 N |
. | ROSO Drawing Mo, : | RDS0/B-10437/4, ROSO/B-10427/9 —= |
~_| Welding Joint Description, :| Fllet l0mm—DPathrch - :
T+ e, ;| 25mmcd2m 1S: 2062 - 2011, Gr. {E3080 |
| Welding Process : | F.CAW. (Fux care Arc Weking) i RE————
2| Welding Position, : + | Hotmntal fvertical —
5| Welding Consumable, o —
Electroda/Wire
Class | : | Class 1 of IRS M 46-2020 (AWS A5.20-10f E71T-12), |
L i Dia | : | 1.2mm
5 Type | : | Fux Cored Filler Wire,
- Drying Method | : | NA B =
]; A
Qass | : | NA |
6.2 :
e Type | @ | A
' Drying Method | ; | NA = — —
E Shiekding Ges e T o]
i .| Fusion Faces and aciacent sivfaces are cleaned and made free Cracks,
| v+ | Base Metal Prepaeation " | Motches, MM scale, Grease, Paint and Rust etc., which may affect weld quality,
o | Jint desion Detats j I |
® |
N |
'; .l
|
- I
® | (Skebch showing amrangesments of parts, = |
| 7.1 | weld bead detalls, weld passes & their o
') SRJUENCE #iL. )
"i [P ak Arch
‘._' ]
S |
i |
’
"F2 | Ik preparmiion [T AsPerIS: 10378 - 1995, I5: 7215 & Weded Bridge Code. Filet Jirt.
i Welding Current | R
. Type |: | ¢ = 7&,L
| Palerity | : | Reverss _ —
"4, | Welder qualificabion : | As par [5: 7300/7307 (Part-I) - 2015 HWoMo afio /HT v T 3
| 10. | Weidng Parametersand technlove [ . |
7.1 | Welding Parameters i 5 ¥ ;
R ey . = Z10.%2 ! /RD.S 0. pighoai



L]
)
.
S P
Weld Pags, g, Sedade; Current ArcVioltage | Wire Feed Ehnctrooes -
O | “om | e osd | vy | Skt | Cmfow
T (mjmin) _ (me) | (min)
i"‘{&%\:ﬁ‘-?— o S _mn-z-m 4-6 A, 13-18 | 13-16
o 12 | 20-240 4-§ NA 13- 18 13-16
____E'nﬁ 1.2 200 - 240 J
ir_'_ = — 4-5 A, 13- 18 13- 16 :
10.2
o2 e s i -
& |
ﬁ lﬂrﬂ‘ﬂl\ 10mm
ol
e J
1% |Aosteae
e Fur=on | run-off tabs MLA :
Cieaning of weld bead before ) —— ==
& 2 | bead g el By brush dlesning and grincing
e Mpmiﬂmhﬂulvﬁgﬁﬁhﬂ i '
i
1
ii 4. Preheating and inter pess temperature Prehest Temp.-Min. 150°C & Intevpass Temp.-250°C Max. |
§ 15 | Peening MA. !
j_iﬁ. Post Weld treatment MA . -I
By re-welding after complete removal of defictive weld & 1
17, | Rectification of weld defect weld a8 per CL32.2 of IS 959596, il
d| IRE MA6) ot oo DR Tt Ve (s L of
18, | Inspection of Weld Visual & D.P. '
4_19. Any other relavant Detalls

AW

12



"0 | Welding Joint Descripdon, | © Fllet 10 mm - DPL at Hanger _ PSR
4'53-__5_'5&_@!-_ o | 1Bmmx25/32mm IS: 2062 - 2011, Gr, ; E350 B0 S
(D, | Welding Process ¢ | FCAW, (Fux core Arc Welding) =
U5, | Welding Poskion, . | Hortzontal MVertical _
05. _| Wekding Consumabie. = ——r —»____ - -
Bectrodevire .
- Chass Clss T of TRS M 46-2020 (AWS AS.20-10Y E7LT-12).
6l Dia 1.2 ren
Type | : | Flux Cored Filler Wire.
il Drying Methed | ;| MA = =S o1
1 Pl
¢ N [
6.2
- Type | @ | MA
. Drying Method NA. - o
| 63 | Shielding Gas NA
t | mmmwmnmmuﬁmﬁnm
J,w‘ Buzse etal Preparation Matches, Ml scale, Grease, Paint and Rust etc., which may affect weid qualiy.
!‘ Jaink design Detalls
J‘ (Sketch showing amrengements of : T
ll_?_'i_ Iﬂtﬁ-lﬁﬂ mm&ﬂ ] i ;_E:__;
'L parsses B their sequence elc.) St
Diaphragm Plate with Hanger, '
J‘, | (1Bmm2S/32MM ) -
| £T  HaNG
2.2 | Joint prepacation As Per I5: 10178 — 1995, 1S: 7215 & Welded Bridge Code. Fillet Joint.
| . R
5 Welding Current
-FFE Trm m rr——— " - - — S— ————
1— C— — e —— -
| 09, | wesder quaincation s per IS: 7310/7307 (Partl) ~ 2019 Wodio Jitlo /4T TH Tl
10. | Welding Parameters and technique hill_'m,rm:lmumﬂmﬂ
|10 | ik e TS £ R.D3 O Lueknow—
10,1 | Welding Parameters 3




. - e — a Page 14
| e, Current Voltage Travel Speeq |  Decirodes
(Amps) pead i
= " Jl;ﬂ;! S e N L -l I !
,L_I'_ Jl"’_.'l u -] !m—%ﬂ_ﬂ 1_1- Fi] L 4-6 N 13- 18 3-16
e - il - i - ;
e 41 ﬁ_:*: e —=6 | W | ow [ b
T RE 1 -% | 4-8 NA, 13-18 3-16 |
- IM Fokme o
[1 T‘"ﬂﬁmmﬂmm LY _I
T
r 10mm 10mm
1 ™ -
2 1 |2
el T e e
_f_l ﬁmﬂm;mm ™
(' 12 | Cleaning of wekd bead before laying next weld
1 hepxd . + | By brush dearing and grinding
25 Root preparation befor
I‘_Lu“ | ot wedding oher cide of N,
4, | 7
14 | ; il
)J mmmmm Prithast Temp.-Min.150°C & Interpess Temp,-250°C Max.
_ '-| 15. | Peening | BA N
|7 16 | Post Weld trestment - WA
| A || By re-welding after complete remaval of defiartive
17, | Rectification of weld defect = | weld as per C1.32.2 of IS . Wi (Coart
7 | R o e
18| Inspectionof Wed Visual & 0.7 : N
i "__'_ 15, | Any other relevant Details "er( |
."'p %F
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L
|
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S

I I

——

g 2 0 0.0

—

gaEEER

i
!

ﬁi Hé
|

X

| Welaing posiyon, —————

-+ | Pl 10 o - OP 3¢ o i By B 7o B
T I omemaE e op Tie Beam & Top Dlagonal Tie Beam
i1 L0mma2smm, 1ammezBmm, [5: 2062 - 2011, Gr, : E350 B

!_-uﬂ-[ﬂﬂfiwl_ A _

» | Hosizonkal /vertical —_—

t | Class [ of IRS M 46-
4 gt 2020 [AWS AS,20-10f E71T-12).

+ | Flunt Cored Fifler
e Wire.

.4,

1| N,
+ | WA,

o

1| N

epll

. | Fusion Faces and adjacent surfaces are cleaned and made fr Cracks, Notches
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2 | Joint praparation : | As Per I5: 10178 - 1995, IS: 7215 & Welded Bridge Code. Filet Jort.
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Weld Pass Mo, | wire dia, | foromss e M | Traveispeny | Bectrodes [ o
T ) (ymin) (mymin) | SESE | mia)
5, H—LEE::._EH;EL__ L2 200 - 240 -6 4=5 HA, 13- 18 13- 16
o ), 1.2 00-240 | 24-26 4-6 '

e . e A NA 13- 18 13- 16
o L2 | 00-240 | M-8 3-8 | WA | #-m 13-16

[
o 102 |_"’H_=|ﬂ95mtmuﬂmmu N - h )
e - o - __
e
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10mm 10mm

- 1! |42
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| 11 | Provision of run-on / run-off tabs TN
¢ of weld 1
= 12, E;:lﬁ'lq bead before laying next weld By brush dleaning and grinding

Root preparation bafore cther gide of

CJ - | TR weldng NA
EI 14. | Prehesting and inter pess tempersture Pratveat Temp,-Min,150°C & Interpass Temp.-250°C Max.
Gl 15. | Peening _ ML, .

| 16. | Post Weld trestment N-A.
i By re-welding after complebe removal of defective weld & rectify the
| 17, | Rectfication of weid defect weld as per C1.32.2 of 15 959596, using Flux Coned Wire (Class | of
c IRS M 46) after conducting 0P Test.
E" 18 | Inspection of Weld bkl i

19, | Any other relevant Detalis
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‘ WELDING PROCEDURE SPE
"-Lurrnrummﬂhwm
%Wﬂl@mmm :
.ﬂ.;.‘ m_n!?ﬂ"rﬂﬂu. 1
03, | Base Motal, .
Ll | Welding Process A
05. | Welding Posaion, ;
€ 75 | Welding Consumatie,

Ih E.I —

Class
&1 Din |
t Tml :
Ciying Meilingd |«
Flux
] Class
6.2 |
, Type
Drying Mrahod |
&3_ Shielding Gas -
oz, I‘Eﬁﬂmmtm

o |
t | |
| (Shetch showing arangements of

& parts, weld bead detads, weld |

' . passes b their sequence efc,)

. |

{ | Web Splice at Intermedate Bolinm
§ Cross Beam { 16MM X 16MM ) |
& |
L]

;.::: |Jumtp.rmmn !

| |I-'.rc1d|.r|cherrl |
g, i l
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z; Welder qualification _

| 18, mmnm:arﬂmlmt ,
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— T e

: I M/s. Strue-Aite Metal Bulkiing Systems, Unit-1|Bors, Durg-491001,

SRMIS/HRTSC L /SHOP WIS 10M09

RIS00-1042576

LEmmyiGmm I5; 2062 - 201 |, G,
FLAW, {Flun core Arc Wedkiing)
Horlrontal fVartical

1.2 mm
Flux Cared Filler Wire,
LA,

VN

N.A.

| KA
NA

[

Rrvii
A per 1S 7310/7307 (Fart-1) - 2019

s "-“-,-."'
P TN

Fillet 14 mm = Wab Sqlicn at lmrnm atlim Crens feam
< E150 A0

Clnss | of IRS M AR-2070 [AWS AS,20-10¢ F71T-12),

Fusion Faces and ad|ncant surfscss ane clannad and made frem (eom Cracks,
Molchas, MIll scale, Growss, Padnt and Fust ate., which muny affact welkd gy,

WEB SPLICE PLATE AT INTERMEDIATE BOTTOM CROSS BEAM
5P1 & 5P2

| A Per 152 10178 - 1995, 15: 7215 & Welded Bridge Code, Fillet Joint,
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Flectrodes | Wirs Feac Electrodes
| S | i [ | | B |
__'__IE __.__[E.:n} = [wmlﬂ} TS Ll . _{m}
—(Roctpasy | 12 00-240 | M-26 4-5 WA | -8 _'._u-m
- DY 200 = 240 24-26 -6 | NA 13- 18 I_ 13- 16
6 | 12 | w0-2 | N-% 4-6 | NA | 13-18 | 13-16
il - | 12 | w0-2e | M-H | 4-6 | MA | 13-18 13-16 |
jl_ﬁ-i Welding Sequence and technique A,
14mm 14mm ,
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4 |
[
| 1% lhmﬁmm‘n.rm:nm-nﬁm |I: LA,
L} I R .
‘111 wﬂmmmmmm | - By brsh ceeing an grrng m/
Root preparation before other side of | S
é”‘ aroove weld g it Toio Hf¥le /€TY T TWo |
[ZEL1 i e
4_ 14. | Prehenating and nter pass temperatuns Preheat Temp.-Min.150°C & InbepiETEAMISER D EESlays |
' Fowoiofs, FTHIR /A0S0 Lucke
& 15, | Peening - oA, “-i
16. | Post Weld trestment NA. B !
" wmmmmmummwamn:
17. | Rectificstion of weld defect weld as per Cl.32.2 of IS $595-96, using Flux Cored Wire (Class Tol |
I RS M 46) after conducting OF Test, -
16 | InspectionofwWed Visual & 0P, - .'
L 1% Aok o et ety e _ ] - |
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M. Struc-Rite Metal Buiking Systerms, Unit-11,Borai, |, Durg-191001. I
, ?Wﬂmmmm B |
i | RDSO/B-104276 _ —
:_| Filet 14 mm — Top Spéice at Intermediate Bottom Cross Beam ]
:__MMEEHZ-MIE (E5080 B
¢ | FCAM. (Fiux core Arc Weiding) |
W' _ |
—— = Sy
Clarss T of IRS M 46-2020 (AWS AS,20-10/ E7IT-12), :
1.2 mm
Fiux Cored Filler Wire, |
NA . o
M.A.
hLA. [
m _ — |
HA [
= =
Fusion Faces and adjacent surfaces are deaned and made frea from Cracks, I
Motches, Ml scale, Greass, Paint and Rust ete.,, which may affect weld quality. g
2 |RA
;r. 1250 .
(Sketch showing arrengements of " O AL FoLA iz | s W .
parts, weld bead o, weld T 5 £ 5 = . e ¥
passes B their sequence et ) Al ~ 7 'l = mﬂ.ﬂ“’f
E L ; e T NTER, e
Top Splice at Intermediate Bottom i 55¢ ..
Cross Beam (20MM X 25MM ) PR
TOP SPLICE PLATE AT INTERMEDIATE
BOTTOM CROSS BEAM 5P1 &SP2 -
Joink preperation : | AsPer I5: 10178 - 1995 IS: 7215 & Welded Bridge Code. Filet Joire, -
Welding Currert I
Type | : [ DC 4 2
. = ~ Polrity | : | Reverse /! ]
\g9. | Welder gualification : | As per IS: 73107307 (Part) - 2018 Fode-3ille/ i Tl Tlo_____
10, | Welding Parameters and technique | : | _ Asst-Ressarch-OfficacdC
§.0.1 | Welding Parameters | 5]
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- Amps) Speed Stick out
T T ... M it N {mjmin) f"ﬂhl_ Cimmy | (Wmin) |
'IAEL——E———M__M . W 4-6 NA, 3-8 | 13-16
56 ke W0-240 | M-2% _-_ 46 | WA 13-18 13-16
T I T e e N T TS I
- 1 3 M4-28 " 13 F
— L2 | wes | a8 | o | Giw | seas
102 | Wedg Seuece and e [
ldmm 14mm
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11. | Provision of run-on | run-cif tabs HA
iz E:'ﬂrgulmmmmmm B Bush ek s orincig
13, | Root preparation before welding ciher side of . rm
groove weld &
14. | Preheating and intér pass tempersiuns ¢ | Prehaat Temg.-Min. 150°C & Interpass Temp.-250°C Max.
15. | Peaning o : | MA
16. | Post Weld treatment : | NA,
| mwmmmmwmwi'ﬁm .
17, | Rectfication of weld defect t | wekd as per (1322 of 15 9595-96, using Pl Cored Wire [Class Tof |
RS M 45) after canducting OP Tast, :
18, | Inspection of Weld : | visusl & 0.2, fﬁiz
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.| Fille 22 o ~ Bottom Spice at Intermediate Bottom Cross Beam

:i | Bum et | 6mmzgem 15: 2062 - 2011, Gr. : E350 B0 =
T | Wekding Process |t | FCAW. (Pux core Arc Wekding)
06. | Wekding Consumate., “F
Drsumab 1 I
Cass Class [ of TRS M 46-2020 (AWS AS.20-10/ EFIT-12),
LR Dia| : | L.2mm
T\'Hl ¢ | Pl Cored Filler Wire.
E— e Orying Methed | @ | MA - - i
'; Qass | NA
52 I
c Type  :  NA
L Drymc Method L HA - —
V53 | SheidngGas A

. mﬁnﬂmm:unmwmmmum
’ mﬁﬂﬂﬂhﬁaﬂ.ﬁtmm&nﬁﬁmﬂﬂﬂ!ﬁmﬂh

ik desion Details
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. R e L W

L (Skeetrh showing amrengements of 3¢ FlL FouR T —< o
W s, wekl bead detals, wekd B o s | epcesssssssondt—
| 71 passes 8 their sequence &) 21 £ |EE :""!

n = i B0 & iR

’ Bottoem Cross Besm (J6MMX 2 9

R e BOTTOM SPLICE PLATE AT INTERMEDIATE
| BOTTOM CROSS BEAM SP1 & SP2
R TP i . - —_ e A

- s Per [S: 10178 - 1995, [S: 7215 & Welded Bridge Code. Fillet Joini.

¥ Sy ek hesten
—t .: ! E— S Ll P K
3 e T ; oc
g " Polanty - — — " "HoHo Mo /UG WA TUIC
Revers .
i - Lo S— _ Assu Researsh Officer/MEC
¥ . | Ag per IS: T310/7307 (Part-1) - 2019 ¥ s/ Ministry of Railways
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fing Procedure specification Mo, < | SRMBS/RICSCPL/SHOPIWRS/E0M{11 _
21| RDSO Drawing he. |+ |rosojgeE T LI
Welding Joint Description : | Fiflet 22 men — Bottom Spéce at Intermediate Botiom Cross Beam
Bae Metal. 3emema2Bene 15: 2062 - 2011, Gr, : E350 B0 =
Welding Process. ¢ | FCAMW, (Fux core are Welding) = |
| Welding Position | Hortzontal fVertcal . - -
Welding Consumable, . —
Class Class 1 of TS M 46-2020 [AWS AS.20-10f E71T-12).
Dia 1.2 mm
 Type Flus Coved Filler Wire.
ﬁﬂ_ _ﬂE"ﬁ'le I .IH"“" — e
Class N.A
Type | & |NA
Bring Methed NA i .
63 | Shiekding Ges oA B
r S
rf cheared and made free from Cracs,
07. | Base Meal Preparation s B ek e Paint and st fc, which may alfisct weld qualty.
Joint design Detalls
a0
H
(Sketch showing amangements of & 3L FOUR - ——
parts, weld bead details, weld 2l ) | .3
71 | passes & thelr sequence ebr.) E L) : ;
| A T mE
" Baottom at Intermediate { {
mﬁﬂan (36MM X z :@?
| 28Mm e
9 j BOTTOM SPLICE PLATE AT INTERMEDIATE
i BOTTOM CROSS BEAM SP1 & SP2
‘;r_: It praparation | s par I5: 10478 - 1995, 15: 7215 & Welded Bridge Code. Fillet Joint.
S =
b Welding Cuament i : o
*'m. Type ¢ | DE
= Folanty Hodo
i - __hssit Research Officer™aC
¢ - I AT Minksiry of Raibways
N o9, | Welder quatfication As par 15 707307 (Part ) - 2019 ' / Ministry i
10, | Wekding Parameters and technkqua | =
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Bectrodes | |
Gas Flow
Stick o |
() | {1mir. ) i|
13-18 13-16
13-18 13-16
318 | 13- 15_|
13-18 | 1316 I
o | B-16 |
13- 18 [ B- !LJ

ﬁ 1. | Provision of run-on / nun-off tabs B |
2 ﬁwdﬂmmmmm - | s g i e
I ﬁﬂ- Root preparation before wekling other sideof | |
2 14. | Preheating and inber pass temperalure ¢ | Prehizat Temp.-Min,150%C & Interpass Tempu-250°C Max.
| &= Peening ) 1 o
I_iE.. Post Wiekd traatment : | NA
C _ By re-welding after complete removsl of deflecties weld B rectify the
1 17. | Rectfication of weid defect 1| weld s per 0.32.2 of IS 9595-96, using Fluet Coned Wire {Class T of
ﬁ— _ IRES M 46) after conducting DP Tast.
| 18, | bnspection of Weid _ : | Vieal & 0.p,

=
|| 19 | Ay ather relevant Detalls _f-—15| Hodlp Ty ——
=) - AR iy Y AR




|+ | SRMBS/RKSCPL/SHOP/WPS 60M/12 =1

1 | RDSO/B-10427/6 : i R

: | Filet 25 mm - Top & Bottom Splice at End Bottom CrossBeam ____——
- | 45mmx3&mm I5: 2062 - 2011, Gr. : E350 BO E———
: | RCAW. (RuxcoreAc Weldngg . ———
: | Horizonkal /Vertical =40 === ]
: | Class 1 of IRS M 46-2020 (AWS AS.20-10f E71T-12), |
: | L2 mm |
1 | Flux Cored Filler Wire. i
S| NA R ~|
v MLAL

v | NGA,

= .:_Il-A--I d

;| NA I =
. WF&ENMMMWNMMMMW

" | Ml scale, Grease, Paint and Rust etc., which may affect wald qualty. ]

(Sketch showing amangements of
parts, weld baad datails, weld
passes f their sesquence abr.)

Top & Bottom Splice at Intermediate
Bottorm Cross Beam (45MM X 36MM

TOP & BOTTOM SPLICE PLATE AT

END BOTTOM CROSS BEAM |
7.2 | Jaint preparation « : | As Per I5: 10178 - 1995, I5: 7215 & Welded Bridge Code. Fillet Join. i
Tve [: | DC = — o :g :
Polarly | - | peverse ': 4 T |
Welder qualification 1 | s par IS; 73007307 [Part-1) "EEII‘.B W LE I L Ministry of H,,H';Il’-'ﬁ's; T4
Welding Parameters and techinique YodaHleto, WEH /R.D.5 O, Luzar 0
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. . Papeld
WetPas g, | S | oment | Avcvoage WieFeed | Travel spees i ?ﬁ
.]_‘ 13— () i i imey | V| o —
.j\l'i@i@g}_ o W0-240 | 24-26 4-6 NA, At | B
,____51___1 12 __.-EW-HI:I_ 4 -6 __S'E_ MLA l.!*_lﬂ ) __u'i_ﬁ_
.L———-E___ 12 200 - 240 24-2 4-6 | NA g-g | 8%
~ 28 1 Twewe [ wes | aes | wa | new | B
e ___,Il_]__ _1.1 00 = 240 14-2% “_ﬁ H_l!l,,_ | I]‘ia_l___' 5_
‘L__1_1,1_:____11 0-2490 | 24-2 ook ey | peis [ a0
| 102 | Welding Secquance snd sl
.‘_ ——_['-!F'_W“EIE__ _E_ - n ————
a
&
L
‘ EErrurT //
.- \\ " an
j —2
'.! 11. | Provision of run-on / run-off tabs s -
L 12, Iaaning of weld bead before laying next weld By brush cleaning and grinding
| bead Pl
- of Y
Root prepanation before welding other side LA, -
J i3 groove weld Hodo mﬂf T Ao |
14, . | Preneating and inter pass tEmperature o &
| 15, | Peening
¥ 16 | Post Weld treatment B
. T, e T
; a5 per
J 17 Rectification of weld defect [RS M 46) after conducting DP Test,
J_IE-—IT"M;H:‘W VIOm & 0.5, — —I
.'_d__mrdmﬂ'l'tm Tl e s e D
[ 1e. | v s’
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& their saquence ele.)

| B e X + | Fllet 20 ren - HIhSpchtEaL M___ ____ ——]
| Welding Process—— + | 45mmt6mm, I5: 2062 - 2011, Gr. (E3S0B0 |
T : | FLCAMW. (Flux core Arc Welding) -
Weldn oo : | Horizontal /Vertical I
Blectrodefiive. e
Cass | & | Class 1 of IRS M 46-2020 (AWS AS5.20-10f E7IT-12).
T: i | L2mm
. | Fux Cored Fillsr Wire,
An ——— —— g Methed | ; | WA - —
Qass | 2 | NA.
Type | : | NA.
Deying Method | = | NA.
 Shielding Gas arm A = ]
Base Metal Preparation | Fusion Faces and adiacent surfaces are cleaned and made free from Cracks, Notches,
== * | Mill scale, Grease, Paint and Rust etc., which may affect weld quality.
Joint design Details g
— [
wr
= uE
| 8 [
T 18 Ez—f_l
(Sketch showing aangements of q | ' '/um
parts, wedd bead details, weld passss - I_?
‘ 2obo I |

Tw » ¥ ¥

Web Splice at End Bottom Cross 3
Basm (S5MM X 36MM ) o 8 . J |
WES SPLICE PLATE AT ENDIBOTTOM CROSS BEAM

_ 5P3 .
Joint preparation | R Per T: 10170 1995, 5: 7215 & Wekied Brde Codl. Filet Jomr. 1
Welding Current : Vi !
= Tyoe |-l pC i
b= Polarity | . | Reverse Hnde Mida ] 4T TE VEc

ol : | As per IS: 7310/7307 (Part-1) - 2019 e g ik o, CaRTAT
Welding Paramebers and technigue _ T ,--“ IR AE R
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AR - . = - —T ot Gas Flow
wﬁﬁ&mm Elnirodes E t Arc Voltage Wire Feed Speed Tﬂw l seick out ml'l'liﬂr.l
tﬁhff‘ M | o) | ) (mimin} kel SE_ S
¥ _ () ~ 5-
k_ﬂgm} i2mm | 150-250 | 24-30 | Controled by current s BN LI 5-15
34 owm | 150-250 | 24-% | Controded by current | L _:55'_ EYT
— 58 12mm | 150-250 | 24-30 | Controlled by current HA § | 5=
18 vimm | 150250 | 24-30 | Controlled by urent | NA__+ ~— 1 15-15
k—_ 510 | t2mm 1541 :su -3 | Comoledtyaument | N& 4T 15-25
12 | 12mm 34-30 | Controhied by ek | Ha A -
-i,ugl""ﬁﬁwf-um“m | S —— NS o 5 ;

' | provision of run-on | run-off tabs P A

& | Cearing of weld bead before laying neat wekd bead | ¢ By brush cheaning and grinding |
|~ oot preparstion berore wekding other side of - Toa -
W | growewdd i
1 Eﬂﬂ'ﬂlndimﬂpﬂwmm - | Preheat Temp,-Min. 150°C & Interpass Temp.-250°C Max. !
CAC : | HA B m——g
|H pest Weld beatment g NA

Wi R By re-welding after complete removal of defectve weld & rectify the

of weld defect - | weld 2 per 0.32.2 of IS 9595-06, using Fluex Cored

I"' S SP——— M 45) after conducting OP Test. i W (LS
" ;m; ST | Visusl & D.JP. ) ]
. | Ingpection &% 7= : _ W |
19 Jﬁiﬂi{l&:ﬂt_ e —-—C_\__]—_-')—-- —_ Cialn :q'rﬂa_r-'lﬂ'—gi ?a' -.a,{i“_; -
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01, | Rpcor ooy oation Mo : 1 g Iuj.t_?-_:k
;kﬁz' '“'%m-"fw”“ R m&:wﬁam T e
-ﬂ_a__'.';&" -hi-l-t— Lich i S : | Fllet 8 mm - Sﬂﬁmﬂmnmm;ﬂumﬂﬁmmm _
|04 ".,.'M'H"-H?'—' - : 1zmm1ﬁmrzmummﬁmmﬁ 2062 - ML, Gr. : E35080
O | Ve BN (RoccoreAcWeldng)
| 06 [wa oo | Horizontal /Vertica -
‘----’-—%E‘{mm, == e - =
e - —
Lﬂ.l ' Class | : | Class 1 of IRS M 46-2020 (AWS AS,20-10 E71T-12).
Dia | : | L2mm
k Type | : | Fux Cored Filler Wire.
S Drying Method | : | NA - - o ==
L Qass ;| MA
6.2
L Type | : [ NA,
k__[— — Drying Method | : | NA,_
'b_ﬁ's_imﬂm"g‘;“ | A
07, Prepara _ mmmwmﬂmwmﬁmmmm
Il'__ﬂﬂw ton h mmmmmmnum,MWerﬂm _
L Joint design Details _
!
|
J {Sketch showing armangements of |
X1 part=s, weld bead details, weld passes !
| B their sequence et}
t { 12mimx 16/ 20/28mim & .
1 2mumx2 S/ 36mm)
i
L‘ | - ' ks ﬁ@
7.2 | Joint preparatian : | As Per I5: 10078 = 1995, [5: ms&wmﬁ‘ﬂ?‘mhm
W ne Wodlo o T
| Assit Research Officer/MaC
+ | Raverse Y& AT,/ Ministry of Railways
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: | As per IS: 73107307 (Part=I) — 2019 |
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nl — *Ih.. Cunrani Wie Feed — T Ty e
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-
I
T
‘fJ * 8mm Bmm
f 3 4
Tr = :
1
l. ok J__Wﬂmm;Mm NA ,
| 12 fﬁ"“”'ﬂhﬂwmmﬂ B ik it i
| ;3 | oot preparation before weidng other sdeof | [ Hoo /oy 7d T
o e 4 Assit, Research Officer/M&0
! ¥ AT Wy At Rt
i , BRI i | IPreheat Teme-Hin.150°C & Intemassieny, MRS O.. Luckr ow
_ 15 | Peening . | A
| 16 | Post Wekd treatment P NA : |
| B B i ok o e e o
. i7, Rectification of weld defedt H MH”#MWTH_W Cored Wire (Class 1 of
p— _ Visual & D.F.

15 Inspection of Weid | :

_[T10, | any ottes relevant Detalls
-ﬁ e
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|
11. | Provision of rurean / Fun-off tabs 5,“-# '
. | |
5 Oleaning of weld bead before laying next wakd | . | m/ |
baad i '
Root before welding ather side of | | | g
i3, “:ﬂ“" oo Hidle /91 T4 THic
e i NA. Asstl Resaarch Dificac/Bs
| 14, | Preheating and inter pass temperature s AT/ Minisiry of Raiwa
.I_ = AT Foutiolo, TS /A0S0, Lutkna..
15 ng :
@ ¢ | Post Weld treatment L |
W . | Remaove of defective stud & new stud weld after proper grinding of
(7. | Rectifcation of weld defect * | suface (As per RDSO BS : 115) Latest Revision
_I&_ — of Wekd - wmmmﬁmmmammmmm
B L |
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o2 Procadure spe No. | ¢ | SAMBS/RKSCPUSHOPMWPS/GOM/L6 ————— " | !
——=-_ | RDSO Drawing No. | | ADSO/B-30A27 (SERNES) _____ ____—— — |

02 | Welding Joint Descrption. .| Filt 5 mm Tack Weld - Tack Weld of all COmPAREEE -
PR (Bsemea, . [/ [mxe-oiowe® o ——— | :
04, | Welding Process t | PCAW (Fuxcore A Wekdng) |

05. | WeldngFosivon, R s

08, | Welding Consumable. —

Class | @ | 1. mm

2
i
g
H

Type - | MA . 1 3
Diryimg Method | : ) == B —

e
1

|
Class | | HA | |
Type | @ | HA

| DryingMethod |; [NA —
Shiclding G2 :

o |
|

Base Metal Preparation Cracks, Notches, Wil scale, Graase, Paint, Russt etc., which may

9

4689 0908 e0
|
|
I
||
|
|
I

o
[

' Jeint design Details l_‘- .
+ il P TE |

{Slemtch showing arangements of parts, Weld i

bead details, Weld passes & thir sequence
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IF | elckr qualication - | s per 15: 7310/7307 (Partl) - 2019 Asell. Research Officer/WET

o s ____ i _ | 3
,lifm_ [ Welcing Perameters and techrique = ?'_ T oo iotle, FEFH /RD.S O., Lucknim
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Betrodes ‘

00000
i

{mm) (Amps)
e 1 :
1 | 12 200 - 240

10.2 | Weking Sequence and technique

Length of track Weld 50mm

Weld Size

9 90 9000 9 90 000

T provision of rumon | run-offtabs

" Cleaning of weld bead before kying

(=1
"

e
||-|||-
||.""'I

Gap between two track Weld appr 300mm

ren;ﬂ!ﬂ
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WELDING PROCEDURE SPECIFICATION SHEET (SITE)

_ 60 MTR CLEAR SPAN
(BOW STRING STEEL GIRDER)
RDSO DRAWING NO:RDSO/B-10427 (SERIES)

Name of work: Construction of 2 lane ROB and its approaches in
KM 158(old KM 153) on NH-104 at Jaynagar Bypass in the state of
| Bihar on EPC mode for the year 2021-22(job No.-104(New NH- |

| 227)-BR-2021-22-47).

| Agreement No- 01 /EPC/2022-23 Dated 20.05.2022

Fabricator (Regd. Office & Work Site):

M/s. Struc-Rite Metal Building Systems, Unit-11, Borai, Durg-491001.

Contractor:

M/s.RamKripal singh Construction Pvt.Ltd.

CLIENT:
NATIONAL HIGHWAYS AUTHORITY OF INDIA(NHAI)
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W.P.S.5. INDEX SHEET
60 MTR SPAN BOW STR STEEL E
- RDSO/B/10427 (SERIES)
[ s S WELD | PAGE | e ]
WPSS NO DESCRIPTION || SIZE No. | iﬂ"iﬂ |
e | — | - H |
S“HHMPLHWM jy7 | Fillet Welding of Bow Arch{32mm) with Battom Long 20MM | 12 | Feaw |
—— Beam( 15_m_u11_l_ o _ ="
HMWWWIE FHﬂﬂdlmufﬂ:lth:lm lﬂ'l'ﬂ Eﬂmm m | 22N 34 i FCaW
= [ | | —]
SH’“WECPWITEMPSMWE #lller welding of Arch Baam(32mm) Hanger(32mm) | 23MM 56 FCAW |
i Fillet welding of Top Tie Beam(25mm) with |
SRMBS/RKSCPL/SITE/WPS/B0M/20 | Hanger(32mm) and Top Diagonal Tie Beam{28mm) | 18MM 78 FCAW
e with harger(32mm)/Arch({32mm) i
Fillet welding of ChannelISMC150) with Stiffener of EMM g-10 FCAW
SRMBS/RXSCPL/SITE W
: PRSOM/IL | 4y [12mmj& End Bottom Cross Beam{12mm| | = , _
= 1
SRMBS/RKSCPL/SITEWPS/60M/ 22 :ﬁﬂwﬁdﬂ ﬁm}m Baam(25mm) with Top | 18MM I 12 | FOAW I
- _ _ [ttt = =~ Sl T i
winh {
SRMBS/RKSCPL/SITE/WPS/50M/23 m:tﬂng ﬂ}_ll'ﬂ.. Batiom ':l'l:ﬁ!- ﬂﬂm{ml | 120 13-14 FCAW |
RS RXSCPL/SITE/WPS/ | Fillet mh:hn.gullm_ Bottam Cross Baam (28mm) with | 12MM 1516 | Foaw
- { My Battam Long Beam[25mm]. - ' ]
Filiet welding of Cover Plate{30mm) with End Bottom 13MM 17-18 FCAW
SRMES/RESCPL/SITE WS fa0m/ 15 Cmi Beamm [36mm) ) i S | |
' Fillet welding of Cover Plate {30mm) with Arch | [
SRMBS/RESCPL/SITE/WPS/50M/26 | [32mm) & Cover Piate (30mem| with Bottam Long 2MM | 1920 | FCAW
| Beam |25mm], | |
Fillet welding of Stiffener{25mm) with Arch{32mm) & ;
SRMBS/RKSCPL/SITE/WPS/60M/2T | o Long Beam{25mm| 20MM 21-22 FCAW
Filet welding of Stiffener{25mm) with Hanger|25mm] o
SRMBS/RISCPL/SITE/WRS/EOM/ZE | o o) oo Beami25mm) oMM | 2324 | AW
S e .
Fillet welding of Stiffenan25mem) with Bottom Long |
SRIMES/RISCPL/SITE/WPS/EOM/ZY | gocrraene) & Ink. Bottom Crass Beam(28mm) cmlll Wil e
Fillet welding of Stlfener{25mm) with End Bottom I | |
SRMES/RKSCPU/SITE/WPS/S0M/Z0 | (e peseny38mm) with Cover Piste{ 30mm) I 20MM | 28 | Foaw |
Fillet wekfing of Stiffaner{25mm] with Int. Bottam '
SAMBS/RISCPL/SITE/WPS/E0M/3 | 0o Beam(28mm) with Hanger{32mm| 10084 23-30 FCaw
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W.P.S.S. INDEX SHEET
60 M BOW ST TEEL GIRDER
'r_____ e N M o - e S |
|
PAGE
WPSS NO I DESCRIPTION ":;‘E" o | remarks |
e | - 1 |
| Fillat welding of Stiffenen(25mm) with Anch{32mm) &
snmasmus::wsnﬁprifﬁumm ngu‘[lﬁrﬁn] and smemzs.’m; with Bottom :.-:rng 20MM 31-32 FCAW |
=S B Beam{25mm) & Hanger(25mm) |
| Fillet welding of Stiffener(32mm) with Top Diagonal
SRMBS/RKSCPL/SITE/WPS/60M/33 | Tie Beam(28mm) B Arch{32mm) and Top Diagonal Tie |  22MM 33-34 FCAW |
— o i Beam(28mm) & Hanger(32mm) |
= | £ | [ 1
SRMBS /RKSCRL/SITE/WPS/60M Fillet welding of Stiffener [25mm) with Top Tie Beam :
e (34 {25mm} & Hanger (32mm). RN _|I_ ik et I
S | Py = _ e = | N— =
Fillet Welding of Angle{150x150x15) with Int. Bottam . - |
EHMMHEGWMPEIEHM 35 Cross Beam{16mm) & Bottom Long Beam{25mm) and
4 Angle|150x150x15) with Int. Bottom Cross G | 3 | e
_— Beam|16mm) & Hanger{32mm) I i :
=il it L —=rL _ —
SRMBS/RKSCPL/SITE/WPS/60M/36 | Flet Welding of Angle(150x150x15) with Cover | '
: Plate(30mm) & End Bottom Cross Beam{25mm) = oot | b
SRMBS/RKSCP Fillet Welding of Web Splice Plate{32mm) with
E o L/SITE/WPS/60M/37 miote Besi RS 22MM 41-42 | FCAW
SR Fillet Welding of Top & Bottom Splice Pl . y =y
P ECRLSITRIWESTEOMIE: | o et Long Beam{25mm) il i | 20MM l ¢3as |
SFIMBS-IHEHPUEITEMfS_ﬁEDMBS FFH:: welding of Splice Plate{40mm) of Arch(32mm). TEMAM 15.ag | ECAW ii
Fillet welding of Cover plate (6mm . - '
SRMBS/RKSCPL/SITE WPS/50M/40 E p ) with Arch (32mm) .
| . and Bottom Long Beam(25mm). MM | 47-48 | FCAW Il
SRMBS/RESCPL/SITE/WPS/B0M/41 | Tack wald, Ent | =
e HEHAE ] 49-50 FCAW I
r |
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| sty

dure specification No.
Drawing No. -

s, _Welding Position —

Base Metal Preparation

Mz, Struc-fits

)
| 2F IF4F

1.2 mm
LA,
N.A
A,

 NA.
ool

Joint design Detalls

SRMES/RKSCPL/STTE/WPS/60M/17

| RDSOM-10427/4

Fillet 20 mm - Hmmuwmmmmmmuaﬂm_ =
3ammx25mem I5; 2062 - 2011, Gr. : E350 80

Page 0l

JR 60 M CLEAR SPAN BOW STRING GIRDER

<Rite Metal Builfing Systerns, Unit-1, Boral, Durg-191001.

24
Clazs T OF IRS: H%-ﬁlm-mmm ;

hatches, Mill scalie, Grease, Paint and Aust etc., which may affect weld quaiity, |

=

{Sketch showing amangemenis of parts, weld bead details, weld passes & their ssquence etr.)
Fillet Weiding of Bow Arch with Bottowm Long Beam(32 mm with 25 mm) r
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72 | Jomtpregaraion | A e 15: 10178 - 1995, I5: 7215 & Weded B9

0g g Curest PO B =

—— » _ Type| : |DC = 2 —

=l — Podarfty | : | REVERSE e
el | Welder quaification : | As per IS: 7310/7307 (Part-) - 2012 _ ___if
i “'ﬂﬂuhmmmmmm | 4 o —i )
10.1 Welclngm —— ——J
v = : i rﬂm_
| weld | Bectodes [ oo | wcvoltage | Wire Feed Speed | Travel Speed st e
Sequence m...L "";::;’ {Amps) (Volt) {mymin) || ymymin) (mm) | (i) |
|_ [m:t'imﬁ | 12mm | 150-250 | 24-30 | Controlled by current |' H.A 5 | 155
L3 | tamm | 150-250 [ M-30 | Conroledbycument | N B B
| 56 | L2mm | 150-250 | 24-30 -:qmmledh-.nmm| NA | 13 =
L A8 | 1L2mm | 150-250 2430 | Controfled by current ._“"'“ t 13 I 15-2% |
| 910 | 12mm | 150-350 | M-30 Controlled by cument | N.A. | 15 — 2
| L2 I Lamm | 150-250 | 24-30 | Conbroledbyewrent | MNA | B [ D372 |

| 102 | Weiding Sequence and technique

20mm

Sa R’

[ - [N A

Yes, in case of multi kayer. By brush deaning and grinding

N.A.

Preheal Temp.-Min, 150°C & Interpass Temp.- mm

H.A

A,

as per C1.32.2 of 15 9595-96, using Fux Iof
L b e %
hiiais mmr

I ol al'l. == 1-.' ¥ ‘.EI

1 el i L
o T |
i " iy
T BT J'l’ll fras
_Gih!l,_ i, Ji u] J.." I'l I e

R




L
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Ao

L, . |

Ms. mwmmmmMML

| FCaw
F, 4F

1.2 mm
M.A
H.A,
WA,
[ N.A

ooz

7.1
|| Fillet weiding of Bottom Long Beam with Manger (2Smmy32mm |
|  HANGES
4
' BOTIOM - ONG
. ."4: L .:h‘:';_ T
£ il r
= ".f" == ———] 25MM THK.
J - | 32MM THK.
2 il — -
= = C ey . TR o
qﬂ' Tﬂml_' g i
woHA? Hm"-l"rmé!' fIMAC| | ,',' i ; e P | 5
Asstl Hﬁaﬂﬂmﬂﬁuﬂ#ﬂ __.!___I'Inl R &
S A/ MAT 6 0. = e

_| RDSOfB-10427/5 & ROSO/B-10427/9 g
mumammammmmw
a5mmuk2mm, IS: 2062 - 2011, Gr. ; E350 B)

:_mwm

m:mlm%ﬁ?ﬁnmmm

Fusion Faces and adiscens surfaces ae deaned and made froe frsm
Cracks, Notches, and Mill scale, Grease, Paint and Rust efc., which may
| aiffect weld qualty, e

(Sketch showing arrangements of parts, weld bead details, weld passes & their sequence etc)

—

|
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=% Prepanstion © | As Per IS: 10178 - 1995, 1S: 7215 & Welded Bridge Code. Fillet Joint.
u - - : ——— e ——— —
P : Type) « IRC. ===l
T ) Polarfty | : | REVERSE
m. . " T E——— — e n
__Ir_hﬁdenqm_ﬂm i | Asper IS: 7310/7307 (Part-T) - 2019
| Welding Paramaters and technique :
0.1 | Welding Parameters I B [ = ]
e _ _ = =
hgﬁm whedia, | CUTEMt | AcVolage | WireFesdSpesd | TrawelSpesd | ooy | Gas Flow
— () {Amps) (Vo) (mymin) (mjmin) () (4.
_Rnngss; iamm | 150-250 | 24-30 | Controlled by cument NoA, 15 15-25
TSE T reme 00 | -3 | Convoledycument [ NA_ |15 B
78 e 150-250 | 24-30 | Coroledbyooment | WA | 15 15-25
g —i2mm [ 150-250 | 24-30 | Comrolled by cument |  N.A. 18 15-25
gy t—iamm | 150-280 | -3 | Comrbedbyament | NA | 15 | 15-25 |
T 12mm | 150-250 | 24-30 | Cowroledtyoment | WA | 18 | 15235 |
_1|:r.z Welding Sequence and technique - In.q_ - T
Il I 2FTrm
| =N
11. | Provision of run-on [ nm-off tabs PN
Ceaning of wekd bead before laying next weld |
bend : ?ﬁ“m“fmmﬁrmmnlwmm
Root preparation before welding other side of - | aa
groowe welkd A
14. | Preheating and inter pass Demperaiuing :MTMIM&MWWM
_|5: Peening e Do BLA,
16. | Post Weid treatment . arm
- l By re-wekding after complete removal of defictive
17. | Rectification of weld defect bi/ : nddnpruaumsm-ﬁ,m:mw"ﬁ:mh
ESL e e s cual RS M 46) after conducting DP Teat b
| 18, | InspectionofWeld 1% T'7 7kl visel & D, A
19, | Any other relevant Detalle-l " 0 7T T RS

= AT T Tyl
QM 65 o, TS / .0.5.0. Lokt 5=
i, T e, S
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Page {
. L 3 i1 iR ¥ Ly,
" o addvess of Fabicator - mmwmmmmwm
g Procedurs specicason o, |t | SRMBSRKSCPUSITE/WPS/E0M/19
__nu;: | RDSD orawing Mo, - | RDSO/B-10427/2 & ROSOYB-10427/9
| resding Jout Description. - | Fifet 25 mm - et Wecing of Arch Beam with Henger
——= | Base Metal, = .| 3amma2mm, 15: 2062 - 2011, Gr. : E350 80
— 0%, | Welding Process _ oW - -
e WelgPoion. EX — =
06 | Welding Consumable,
Elactrode, Wire
Clasts Clats I OF IRS: »ﬁ-ﬁﬁfmmmm
6.1
Ma I.2 mm

| =
— __ DnoqMetbod | WA E .

6.2 voe | x

63 | Shielding Gas [ a2
i | wrmwmanmmmmm

67. | Base Metal Preporation | Cracks, Notches, and Mill scale, Grease, Paint and) Rt efr., which may

) affect weld quatcy.
Joint design Detaits |
7.1 (mmmdmnﬂmﬂdﬂ.ﬂpﬂluﬁmm]

Tiodo afero /&g ﬁ"ﬁ'ﬂﬁk

Assil. Pesearch OfficerfM&C

A5 e/ Ministry of Railways
ajosioisTe, FETE /R.D.5.0., Lucknow

l JE HANGER

| mwﬂmmmmmm&m

jf'

"-..':'- MM THE.

s 32 MM THK, THK,

r|,f

rm:r"v@ﬁfm

El-.-i falsd J"|"'|--:|::|I\.| Tl
) oW
c"‘ (Ml .-I- ‘lrlll :-.11?-" I-iunuj.ﬂﬂﬂui

e Ty W e
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e S Page0
22 Joint preparation As Per IS: 10178 — 1995, IS: 7215 & Welded Bridge Code, Fillt Joint.
0. Welding Cument = I -
— el —
s Polarity REVERSE
& ity | @ | REVERSE e
—Tu‘—.q“_'fﬂ_!fﬂh"?ﬂm _ s per I5: 7310/7307 (Part-T) - 2019 :
- 0| Welding Parameters and technique
-I__]__ e — e — ——
Welg | Bectodes == * : 1 Electmdes
_S_E“’_'i'“r_ Cmm) | {MEJ {mlt} {mfmin) (myemin) o | {I/min.)
-—_'[Em L2 mm 150 - 350 M4-30 Controded by current NA 15 | 1543
34| idme | 50-250 | 24-30 | Convoldbycment | WA s [ uses
- _T,L LImm | 150-250 | 24-30 | Controled by current A i 15-25
B | 12mm | 150-250 | 24-30 | Cootroled bycument | NA 15 15-25
20| Lmm | 150-250 | 24-30 | Covoledtyaument | WA | . 15 | 15-25
12 | L2 | 150-250 | 24-30 | Controlled by cument HA 15 15-25
1314 L2 men 150 - 250 24-30 | Controlled by current NA. 15 1525
1516 L2mm | 150-250 | 24-30 | Controlledby coment | M. 15 13-25
| 1718 | 12mm | 150-250 | 24-30 | Contolled by cument | N.A. 15 15-25 |
1920 | 12mm | 150-250 | 24-30 | Conroledbycument | NA 15 15-25
102 | Welding Sequence and technique i na
|
|
|
|
!
. 1
[ 11. | Provision of run-on / run-olf tabs M. A B
Cleaning of weld bead before laying next weid
v - e, In case of mult kayer. By brush deaning and grinding )
Root preparation before welding
i13* groove weld "% Sl i _||
| 14, | Preheating and inter pass temperature Prehaat Temp.-Min. 150°C & Interpass Temp.-250°C Max, |
P : :
|15, | Peening =
6. | Post Weld restment _goio 190/ |
17. | Rectification of weld st/ T
& - W =
18, | Inspectionof Weld 7~
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1

and address of Fabricator
Procedure sporification No.
— Diravwing No.
B _"'l'gl:lm Johnt Description
_| Base Metal,
— | Welding Process
- a-ﬂm_l I:ﬂ ':H_l. _
Weiding Congumable.
Class
| Dia
Flux —Difing Method
Class
. Type
B T
Base Metal Preparation
Joint design Details —

Hmﬂg,[ mm}

'.‘.l |‘_' I}

13

1}

V¥

e Sfere s
v Hascarch r
iy 'r"ﬂ'.-""'”lf.ls.l:r-
L L S 'I:_I-.

TIE BIaM

f%/ *

..-r-'.,:

r\-ri' |I'|"_'.|].
Lo CL L

M/s. mmwmﬂmmMMMI

SRMBS/RKSCPLSITE/WPS/EOM/20 . =
ROSO/B-10427/3 — ==
Fillet 16 mm + Fillet welding of Top Tie Beam with Hanger and Top
Diagonal Tie Baam with hanger,.rmh o

25mimx32mm B 2Bmmed23dmm, 1S 2062 - 2011, Gr, : E350B0 |
FCAW

IF/3F14F

Class 1 OF 1RS: M-46-2050%, Flux cored MS wire,
1.2 mm

LR

M.

M.A. i

MA

Co2

mmummm“mmmmm
Cracks, Motches, Mill scake, Grease, Paint and Rust etc., which may [

{Sketch showing amangements of parts, weld bead details, weid passes & their sequence etc.)
Fillet mﬂwmﬂiﬂmmwwﬁp Dizsgonad Tie Beam with hangerfArch [ 25mimsd2mm gnd

M| ¥ Baw
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B ]

T —- Page OF
72 -tﬂi'l._ E i — - - - ———
— T _{TOH preparation Aaps;gctum—ms.m:msammmmm |
m _\'_lm!g-m r_ = 5 p——y e _!
t— = _Type_ oc — = —
B Tome Polartty | : | REVERSE PR SEE S SRR
9. | Welder quabification | s per 15 7310/7307 (Part-1) ~ 2019 el
% | Welding Parameters and technique B i
A1 | Welding Parameters = — == o ERTF IR
r_ — —— T — —_— —
S - = .
Electrodes ' Electrodes
| 00 lectiodes | uwent | AvcVoltage | Wire Feed Speed | Travel Speed | gy g o
T | gmm . | (mjmin) ey omy | T |
{E.unkzpmj LImm | 150-250 14-30 | Controfied by current A, s 15=13
28 L2mm | 10-250 | -3 | Cowolegbycwent | NA_ | IS5 | 87
- L.2mm | 150-250 | 24-30 | Controled by curent k| 15-25
— 8 L2mm | 150-250 | 20-30 | Comoledtyomen | WAL 15 870
510 | Lamm | 150-250 | -3 | Coomoledbyomwnt | WA | 5 . 15-3
112 | 12mm | 150-250 | 24-30 | Cooledbyamemt | WA [ 13 1335
!IMImﬂrigSeqummlrdw | lhl..t.
| | -__'l
I
| |
i 18 ,’}h""
R
/fﬁ &\ !
1L Provision of run-on / run-off
l;__ﬂmwﬂuﬁdbﬁdbﬁ#m'ﬂwd Vs, in case of malti layer. By brush deaning and grinding
bead
i _Tmmﬁmhﬂhimﬁ-fﬂﬂ LA,
K weld '
e o ard it pass tEmpEaAUTe 7 Tmﬁmammmmﬁ
[(5 [Peeing ‘J@-'L L HA =N
1. | Post Weld treatment - ' .
e | P e —yyeare @itio /TG A| {18y re-welding after complete removad of defective weld & rectify the
| pectification of weid defbestl. Resaarch OfficenM (el a5 per (L32.2 of 1S 9595-96, using Flux Cored Wire (Cass 1 of
17 | g e, Ministry of R RS M 46} after conducting DP Test. _
L e odoHoe, WS,/ R.0.5 O}, tutivigeel & D.P
. IWF@‘E*F‘_MT“E_--’L 4
= edevent & AR e S S
}ﬁ_ﬁ.}‘@&“‘”’- I = y- 1 T TS | iU EL
-y [ ———— ]
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Page 09
e and acidress of Fabricator : mmmmmmn Euﬂmrn-"f'ﬂﬂﬂl _ |
 Wielding Procedure speciication No. ROV 7 R —
101, | RDSO Drawing o, | i | RDSO/B-1042771, RDSO/B-10427/6 -~ T ]I
- r
| 2. | Weding okt escrtr. = mmmwm’“ s
- 23, | Base Meta, |3 ISMC150x1 2mm 15: 2062 - 2011, Gr. : E350 B0 - -
-j‘;---_"!ﬂqiy_ﬁm B N I —
M-:a-!'-’_ﬂ@__n = L = — S
— .| Welding Consumable. - - o=
1 Electrade Wire C o
Qass | | MIWIH:HS-M’MWHMW'
61 | :
iDia 1.2 mm
e - Dryng Method A = = —
| i 15 N "
' Cass | : | MA.
| &2 |
Type | - | MA,
] === Deying Method | @ | NLA, —— —_—
|63 | Shielding Gas Tl == : | ooz = U ) e ] i .
Fiﬁhi'mmqmmmmmmmrmﬂm.
07. | Base Metal Preparation - | Motches, il scake, Grease, Paint and Rust etc., which may affect weld
—— i || quesy, _— —1
| Joink dasign Detaks = : e =
7.0 | (Sketch showing amangements of parts, weld bead detals, weld passes & their sequence etc.)
Fillet welding of ChannelTSMCIED) with Stiffener of Int, & End Beltom Cross Beam
—SEAR D s — S S
| G T WEARNG DOW /-Eﬁm HE MESRNG D04
ml-!-'_'lﬂ‘:ﬂ.-'ﬁ £ p.f DRk 352
| "F: 1
-"'%.. - = 4 -'-;_i_
| IMEL
|—‘J'|:| Thk. CONE, II, ,=.u,T | f :L ;
ERECAST PANE) i il oo gl T
i

SECTION B -8 SECTIONE -E
s Sk :
::3“ 11311211,-" Minisiry of Railways a—

WﬂTﬂiﬂ; mf’“ﬂ.ﬂ.ﬂ.. Luckmow 17 e S f #m‘-’
m L N T et k™ e e |
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7.2 e e =
— yr_‘f"*_ﬂfﬂ_m As Per 15: mm—im,lsemnwmmmnmm |
o o et : o |
R — — ———— |
SN Type | 1 | DC —
_EE— = Palaty | : | REVERSE —
| Welder qualifcation As per IS; 73L0/7307 (Part-I) - 2019 S|
| Welling Parameters ond tecinique —
101 ] g 3 —
T A - el Y )
Weld prsiprundll I D) [ Travel Blactrodes | s Fiow
wire dia, “W Speed Stick out :
Sequenice Mo, (it l{ﬂhm} I [ﬂ'h’l'fﬁll '["T'l"’"'“ | {mm| | (How)
1[Rﬂntpaﬁj| L2mm | 150-250 | 24-30 5 | 5.3
10.2 |mumaqmammm 1 ru.. ]
|
6mm 6mm !
| \.f
| A
11. | Provision of rurron [ run-off tabs Ll —
| Cheaning of weld bead before laying next weld A
12 | pead : : -
Roct preparation before wekding other side of hA
13 | groove weld = -
== and inter pass temperature : TMMIMEMTWMM
| 15 | fammn A g ==
16, | Post Wik treatment Eﬂmwwmummamm |
= CL32.2 of IS 9595-96, using Fux
17. | Rectification of weld defect mﬁgmmﬁﬁ?mﬂ_ _ kel !
S - Visusl & DB,
Wkl -
18, | Inspection of Wek mmmmrqﬁ-:h::mwmumwm |
draving considersd 2Smm with reference o eonnection
19, | Any other relevant Deals beween ton b beam and hanger, |




- ST v ) A3 ¥ v v w3 a3

RDSC/B-10427/3

t | FOAW
7 | —

: E350 80

M=, mmu{wmw; Urrrl:-ll Bmd. mg-mml
. | SRMBS/RKSCPL/SITE/WPS/BOM/22

: | Filet 18 mm - Flﬂwel:llrgnfhpﬁemmﬂﬂnputﬂﬂﬂum
| 25mmn2amm IS 2062 — 2011, Gr. x

£
Flux crred M5 wire,

Class [ OF [RS: M-46-
1.2 mm

A,

.HA

NA,
o2

e DI u
_'_“"J_“E_H_HI addness of Fabricator
-ﬂ_i.__ = _Em{‘_ﬁ-lllg.mmi —I
04, | Welding Process. ) S|
05, | Welding Position.
06, | Welding Consumabe. |
e
Class
6.1 -
|
. Method
. _ DryngMethod |
Class
6.2 Type
. - Drying Method |
| 63 | ShieldingGas
| o7, | Base Metal Freperation :
| Joint esign Detais I
7.1

| (Sketch showing amangemeants of parts, weld baad detalls, weld passes & thair sequence etc.)

| Fillat walding of Top Tie Baam with Top Lateral Baam, (25mmmx28mm)

e arkne AR T T

Fasion Faces and adjacent surfaces are cleaned and made free from Cracks,
Motches, M scale, Grease, Paint and Rust etc., which may affect weld quality.
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]

a

[

- - o o Paeld
2| Joint greparation | & | AsPerIS: 10178 - 1995, IS: 7215 & Weldad Bridge Code. Fillet Joint. |
og, |- velding Curent : B —

I — Type | ¢ | DC — — ]
T Polorsity | : |REVERSE = S -
l-__qg_ Welder qualification : | s per IS: 7310/7307 {Part-1) - 2019 l
10. | Welding Pacameters and technique . ]
10.1 | Welding Paramoters : _—
e e T T et | Tspond | B9 | ooy |
| Sequencelo. | WO | (hmps) | (voiy (mjmin) (mjmir) || Stxout | tymin) ‘
3 __(mm s S S J8
| (Roptpsss | MMM | 150-250 | 24-30 | Controledbycurant  MA 15 18- |
[— 7, I L2mm | 150-250 | 24-30 | Cortroledbycument = NA. | 15 _15-35 |
_ 56| 1amm | 1s0-250 | 24-30 | Coioledbycument | WA |15 | 15:25 |
|— - 78 | 13mm | 150-250 | 24-30 | Conlvolled bycument |  MA | 15 | 15-35 |
510 12mm | 150-250 | 24-30 | Conrofegbycument | MA | 15 | 5-25 |
L A412 | lZmm [ 150-250 | 24-30 | Controlied by current NA 15 . 15-35 |
liirmmamtmm o __.l |ru.. - -
I 1

|

I

| 1Ermim St |

! I \'"-\ ‘,-r"".’-.' [
| %

N. A,

11. | Provision of run-on | un-off tabs

Mhmdnﬁhﬂ.hmmmaﬂm

:_u, Oleaning of weld bead before keying next weld
beead

| Root preparation before welding other side of N

13- | arogve weid

14, | Prehesting and inter pass temparature Preheat Temp.-Min.150°C & Interpass Tamp.-250°9C Ma,

MA '
15. | Peening N : :
e v T : =
T Wﬁwmﬂﬁﬁ:uﬂlmﬂt
. defect as per H5385-96, using Flee Cored Wire (Class I

| 17. | Rectification of weld Vs IRS M 46} after conducting DP Test, *
_IE_- o o Wl _ 4 P : Visual & D.P o |
e e SETH TH S
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il 2] I
— WELDING PROCEDURE SPECIFICATI
Nasmp H Durg-491001. [
e dxvess of Falicator t | . Srue e Meta Buding Systents, Un-1, Borsh, Ourg@IF:
Welding Procedure specication No. ERE e L I———
Ol. | RDSO Drawing RDSO/B-10427 e
4:1_1._ " 'pﬂj;m'-&mmmﬂmwmmtmm}ﬂﬂmw |
o | Viuieg Jole e pri t | (3omen) -
_03. | Base Metal, - | zammcizmm 15: 2062 - 2011, G, :E35080
|01 _"'“H'*!Tf_ﬁw ) FCAW == —]
05, | Wieldig Positian, 2F/3FAF e
06, | Welding Consumabie. = - — 1
""""" o 3%
| Class Class T OF TRS: M-16-1063, Flux cored M5 vire.
1|
| e Dla 1.2 mm
- |  Drying Methed N.A. RS
Flux
| Class N.A.
=1 Type N.A,
L Drying Method | : | NA. X e
£.3 | Shieking Gas . | o2 _
— - — b - m— - - i o A — m 3 I
mmwmﬂmnmﬂmmm Cracks
07. | Base Metal Preparation Motches, and Mill scale, Greasa, paint and Rust etc., which may affect weld
qualty, LN E— .
Jaint design Details B
| Tl rsicsteh showing arrangements of parts, weld bead details, weid passes & their saquence eic.)
|

|| Filatwekding of Intermediate Bothom Cross Beam with Hanger Onky Battom Fangs Welded.
T OF BC B2 HARNGER

P

i L, 150x=150=15
e 4»1 “ . WELDED ON ALL SIDES
G ! oF 12mm
Py
| — if %=GIRDER OMLY
4 g J.“ oTT: LANGE
& LOED|OF 12rmm @’\/
= | Wede IHT G T
= T - - i _-_:__II..:.\. ::‘-.:":‘
LC] ULt S A 5
CONNECTION DETAILS - BC B2

L]
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_ Pageld

72 | Jonk preparation . | As Per 15: 10178 - 1995, 1S: 7215 & Wlded Bridge Code. Flle Jant. =
el q —= ===

e e | = | D0 == SN

— Polrtty | : | REVERSE N e !

| Welder qualifcation A per 15; 7310/7307 {Part-1) - 2019 |

0. | Welding Parameters and technique | _— = _‘

| 101 | Welding Parameters )

el - ) - e

Electrodss Blectrodes. |
Wekd Curent | Arc Volage | wireFeed | poe oped o Gas Flow

Saquence wire: dia. Speed o Stick (1fmin.)

oo oy | W | 0WD | g | VL wm T
Rowpessy | 120w | -0 | ae-m | CRIN | A e | S

. — - H mmh | 15 | .Ijn-iﬁ
|3 | vaem ] - | owem | CTORW | A | | |

. 56 1.2 mm 150 - 250 24-30 Conirolied by nA | 15 | 15=25

e _, N

li“? Welding Sequence and technique | | NA e g

i
|
“12mm 12mm |
i W - |
1 2 I!
' |
I
11. | Provision of re-on / nn-aff tahs M, A,

: of wekd bead before kaying next weld =
) = et sz Ves, in case of mili zyer. By brush dleaning and grinding |
13 Root preparation before welding other side of Mk |

|| groove weld
14. Mﬂmmmﬂ_ / Wmﬁmlmhmr” .
15. | Peening %‘If NA,

| 16, | Post Weld treatment v d ==

after complete removal of defactive wr

| 17, | Rectification of weld defect AsE!L. Fesearch Officer weld & rectify the
" ¥ A Minisiry rnq|ﬂﬂﬂfﬂmﬂgmwmmlﬂ
18. | Inspection of Wield Fodomoto, WOt /ROED] uchnewp p P i
19. | Any other relevant Detals [ : | he L —



> » P» ¥ P P D ¥ P 9D g B

P D

3 D

i B |

"D 9 D DD

D

3

Page 13
— 6 FICATION SHE 60 g —
 Mame and address of Fabricator | Mis. Strc-fite Metal Builing Systems, Unt11, Bora, Durg-491001. |
Eﬂﬂ"ﬂﬁ%ﬂnﬂmm T KECPL/SITE e T ol L i
- SUS0 Drawing No., . | RDSO/B-104276 -
02 | Welding Joint Description, : | Fillet 12mm - mmwgﬂmmwhmwwiﬂﬂmg
03, | Base Metal, | 28mmy25mm, 15: 2062 - 2011, Gr, : E350 B0 A=
—h | Welding Process @ | FoAW ) s e e
—==:_| Welding Position, | 2 e R — !
06, | Weking Consumable. ) _ == —
Electrode/Wire o _
Class Cusss 1 OF IRS: M-46- 2854, Flux cored M5 wire,
6.1
I'Jlll 1.2 mm
|
— Drying Method | | NA, _ —
# - rying |
Oass | © | MA
6.2 ;
| WRE] | [ F
— = Drying Mothad | @ | WA, e -
63 | Shielding Gas ooz =
o Fusimn upwtmﬂmaﬂmm Cracks,
W | S atal Prepating : mmé.ﬁ::u,mmmmmaMB_ﬂE“@Eﬁﬁ_
Juint desion Detals ] - —————
7.1 | (Sketch showing arangements of parts, weid bead detais, weld passes B their sequence etc.)
|| Filet of Bottom Cross Beam with Bottom Long Beam Except Top Flange.
& OF BC Bl \5 150x150x15
r" anrmu WELDED ON ALL SIDES
[ [ | 2mm

|i T_ .-l"
8 | [N X-GIfDER ONLY
- 2 [ BOTTO LANGE
Dm [ / WELDED [OF 12mm
of| || ‘g}/
"TFMTB ﬂﬁn;’ 'EIT-H T e
—— Assll. Research Officer/Mac
L%tﬁ‘ h“’ﬂl’!f Minisiry of Raihays
L (TYP.) whpgee” SodloHlote, FTTE/R0.S.0., Lucknow

CONNECTION DETAILS - BC B1




P Y DD DD YYD DR Y DN DN

» PP P P oD

b

Ny

T

e - = - - _ Page Ify
——— " Meparation L1 B | Ais Per 1S: 10178 - 1995, 15: 7215 & Weldad Bridpe Cocle, Fillet Jaint. '
m -_‘_‘_-_-_“rjl : mratls i — —I

s — " T - SRt

——— Polarity | : | REVERSE

m. ——— — A K} — — —_—
-;__;W“Lmi — s per 15: 7310/7307 (Part1) - 2019 ]
__ﬂ‘__ ""'ﬂﬁ'u_!'wrmmtemm ]
101 WM_I'HE_I " = -

Wk il | R  Wire Feed J_"_ | Bectrodes it |
Sequence . Current Arc Violtage cneed Travel Speed |  GasFlow
=7 T,z—h— il s A B . == T L = Y s
| (Rootpaesy | 12mm 150-250 | 24-130 c“:'ﬂrﬁw | N | 15 | 15-25

e o ——— | —= 3 sl } — -

34 1.2 mm 150 - 250 24 - Contralled by | MA. i 15 15-25
S ) ! =30 current | ' - {
. L2mm | 150-250 | -3 mm”| MLA. | 15 15=25
e e |
| 102 | Welding Sequence and technique | . |
| ‘12mm H_fm"*

B
11, | Provision of run-on / run-off bs M- A
wield ]
12 ;:wurmummmm __Emﬁmmﬂvmmmm
| oot preparstion before welding other side of NA.
13 groowe weld 4
15. | Peening E] o 7 E”:, ]
16 | Pt aaaty, bl o "L“ mili- ling after compiete removal of defective rectify ¥
e sl ..--.._1;!'-. bt bhotad [\l weedd B iy the
ification of wekd defect 71 HaTe / Miniziry Pl 0l hs per €1.32.2 of IS 9595-96, using Fx Cored Wire (Class T of
i7. y o Ayode, TS/ RO5.U1 _ﬂ_ﬂw conducting DP Test.
16, | InspectonofWeld ! %”?EF —_— -
r—l other relevant Detaits C_,-—#—fz = L/&J - el
-;&"si%ﬁh =t R LS




Y XYY DYDY P OB OPY R ODP OB OB
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(e

3
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bl Bl

| "M and address of Fabeicator * | Mys. Struc-Rite Metal Bullding Systams, Unit-11, Borai, Durg=#31001. 1|
sl e T T
0 Tyt _ | Rosore-10427/8 » .'
ot U e, Filet 12 o - welding Cove pote whth End Botiom Cross Beam |
0. { Base Madl, t | 30mmocmm I5: 2062 - 2011, Gr, : E350 B0 -
__"H._"P—_I .Il_m < 1y Fﬂﬁw o - - B !
~25._{ Welding Postion B - ot ==
06, | Welding Consurmable. - ) —
Ire:
Class | MINIH&H&%WH“.
6.1 :
D'H‘ quml'ﬂ 1
S o — =r Drying Method H.A. = |
' Class N.A,
.2 [
Type ML.A.
- _Dirying Method A, = - - 3
ﬁn-!- Eﬂ-mm ooz - |
Freparation = __Hulm mﬂaﬂhﬂﬁ. - urfaces are deaned and made free from Cracks, |
o |- : wmmnm,mﬁmm.mmmmm{ﬂ?-'
Jaint design Details E ]
il mmmdmmmﬂmmmmu&mmmj
| /et weiding Cover plate with End Bottom Cross Beam Only Bottom Flange. —
‘~F OF BC B3
‘.
H |
— = |5 150¢150x15

..lr

E‘IF
=

|

|

B
CONNECTIO

1:
!
|
|
.l

N

| WELDED ON ALL SIDES
OF 12mm

Vv

Ea i P
4 N

Mlrzin bl s sieh ':.:...:ar."J.Eﬂ.:
o1 HATHT,/ Ministry of Radvays

I X-=GIRDER ONLY /RD.50., Lucknow

BOTTOM FLANGE
WELDED OF 12mm

D}E’ﬁILS - BC B3

-
i

L il

__.f»:r;?nﬁ.,. &l .
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72 | Joint pregaration . | as Per I5: 10178 - 1995, I5: 7215 % Welded Bridge Code. Filt Jort:
o [ W urem e
T S
. B ,
0. | Welder qualiication Aspnns.?amm{ht-l}-zmﬁ - P
| 10. | Weiding Parameters and techique - : R
10.1 | Welding Parameters = e e J
_ 5 N N e ==Y e
e | qravel | Blectodes | o pow
Arc Volage Wire Feed Speed Stick out (1fmin.)
Sequence No, | wire da. (mm) (Volt) twrmﬂl (mjmin) (rmm) SN
= fios . i
__(Root pass) | - 30 mmﬂadhrmwi . | B | B
1 = -
- 24-30 | Controled by cument | NA |-—"5— = ik
24-30 | Coowaledbycument | NA [ 15| i A
| 102 | Welding Sequence and technigue T: L N —
: 12mm
12mm |
b = 6 i i
i |2 .
11, | Provision of runon f run-cff tabs i Moo !
o+ Cleaning of weld bead hefore Laying newt weld : | Yes, in case of mult! layer. By brush deaning and grinding |
other side of p
= I /| ¢ | Prenest Temp i ISO°C & Integass Temp-2S0CHax. |
= (B/ Pl M : —-Ir
o - RS ] |
treatme e e i |
16, | Post Weld 1 esumeh |G .EWEWEWMH“::EI |
17, | Rectfication of weid defect . st ) M 46) afer cane lrgmnpr&.gﬁ' B |
e LR : ‘.naumnp '
| Trapecton - e
5. | oy ot e Dl T —— — il |
S R . =




Mooy

Yy ¥ ¥V ¥V ¥

Y

Y ¥ ¥ ¥ Ny

§

Yo

-

O A I R

N

A T ILHY SHEE | LEA il ] !
* | My Struc-fite Metal Bulding Systems, Unit-IT, Boral, Durg-491001.

LIk fold

3 [P LNE

RDSO/B-10427/4

| Fillet 22 mm - Flllet welding of Cover plate with Arch & Cover Plate with
| Boltom Long Beam

FCAW =

e
i
- TR

bl Drying Method

2FIFMAF

&l
ﬂaﬁlmlﬁzhdﬁ-ﬁﬁmmﬁlﬁﬂm
1.1 mm

Base Meatal Preparation

T [ pApE S T e — ]

30mm32mm, mmazsmm, 15 2062 - 2011, Gr, - £350 BO

mmmmmmmwmmmm

I ' Joink desion Details
| desizn

.
= —

affect weld quality, -

5 i (Sketch showing amangements of parts, weld bead detadls, weld passes & their sequence etc.)

|| Fillet welding of Cover plate with Arch 8 Caver Plate with Bottom Lorg Beam.

i

fF[l"-ﬂr\' b O R

COWTA AR
RCE

B

.'BHI'I'F-MM-\."' -

. =
é n .
£ [ fd__.l-"-r"i'f Fa
S s Fa
i \ ! , F
3L

| ———

| . R 4
e e ,
L £

-

Hodo MiEo /&R 0F v
Al Research O

| T WAET S Minisie
"E.I‘"‘ —— = R 1 T T

-
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22 | v - | PR USSR . |
e Rl “paration : | A Per 15: 10178 = 1965, 15: 7215 & Weldad Coda, Fillet Joint,
m }'_w%:m_ ——— . bt . =ity L ] Py me =12
i T _Type '5':. : E =
m__]m—_ = pﬂﬂf L ]IEH'EFLEE__ B
T o qualification | | Asperisim ! o
1 i o per 15: 7310/7307 (Part-1) - 2019 =
‘-1—{5'3{‘5"medmm | e |
K — e, = |
= _' - E"!*!I_H!I_ilrretu;_ - | : i = |
| Welg | Decvodes | _ T - e Electrodes | |
| Sequencepp | Wreda, | CuTent | ArcVoltage | Wire Feed Speed | Travel Speed Gas Flawe
e m) | Omes) | ek | {mimin (jmin) | STESE | (umin,)
- (Rootpess) | 12mm | 150-250 | 24-30 | Convoledbyewrent = MA | 15 1525
a ;; | 12mm | 150-250 | 24-30 | conoledbycument |  NA 15 -
! B | l2emm | 150-250 @ 24-30 | Controlled by curent NA. | 15 15-238
| _g,a 1.2 rreny 150 ~ 250 24-30 | Controlled try current MA 15 | 15-25
e Limm | 150-250 | 24-30 | Controlld by cument | WA, i3 | 13-B
L2 | 12mm | 150-750 | 24-30 | Controded by cument NA | 15 | 15-35 |
. 1EI|.E W'H-l:l'lﬂﬁ Euqmn::m‘rdlzdmm | |H..ﬂ. !
|
F e /fl.lrnrn |
I | - |
i — - _.-"""'ﬂ| "'f
11. | Provision of run-on [/ run-off tabs N A ‘T@/

2. | Geanig of weld bead befare laying next weld Ves, in case of mull eyer. By brysh cesfrmara Gl 17
= Ejmﬂﬂ-ﬂh—mﬂh' |
13, | mwmmmmﬁ i %qumm'ﬂ o Raiuars. e
Qroove ar=r BRSO, Lo

74, | Prehesting and inter pass temgerature E%‘E.HTH‘%'HMIH‘CE_F ~250°C Max,

| 15, | Peening & —
16 | Post Weld treatment o |
e mmhmmmmwmwtmu [

i weld as per 01,322 of [S 9595-96, using Fhcx Cored Wee (ClassTof |

17 ficaton IRS M 46} after conducting DP Test,

e i Vil B DR, '
18, Jhgmnﬂ”“‘-‘” S (_@ ______

3 r relevant Detais NSRS, 121 sysem T | I‘"ﬁ-‘-"i“ |

1 T[edd -'le LTI

g S
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;-——mmﬁ-mﬁw HEET FOR 60 G
| = and address of Fabricator © | M5, Struc-Rite Metal Bullding Systems, Unit-1T, Boral, Durg-
- Welding Procedire spereai i T — | 491001, S |
o ——]—._Em_ﬂﬂ.ﬁn n |t | SRMBS/RKSCPL/SITE WPSE0M/27
B s L : | RDSOB-104274 : _
2 02, ‘"Eﬂ'irlg}mnu:m Fillet 20 mm - Fillet welding of Stifferer with Arch & Bottom
m - | long Beam PR SN O T SO OTSPETL PR
. 'g%‘— BaseMetal. .| 25mma3zmm, 25mmex2Smm, 15; 2062 = 2011, Gr, : E350 BO
~ 5| eiding Process == FCAW —— ———|
——= | WeldingPosition, =~ 2 IF{4F e —
08| Welding Consumabie S
" Blectroce S —-
| Class | | Class 1 OF RS: Flux cored M5 wire,
6.1 :
: 1.2 mm
i 4__ _ Deying Method | WA, R
| (dass ML,
[} E'z r
Typit ! A
OryingMethod | = WA g
L 6.3 _ Shielding Gas ! oz o
7. Base Metal Preparation | frofm Cracks, Motches, Mill scale, Grease, Paint and Fust et
: which may affect weld quality. =
| Joint design Details =5 S
1 {Skeich showing amangements of parts, weld baad details, weld passes & thelr sequence etc.)

r8

fenes with Arch & Bottom Lang Besm{ 30mmeG2, Smemed 5]

ar - Fifte suig TF T

T | e Sesessch iicantial
-7 WS/ Ministry of Raitways
 HodoHlot, FETH,/RLD.S.0., Luckn
.k e
O Cneg
g e
ELEVATION OF JOINT LS B
P @f'
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 PapgeX
72 [t | & [AePerts e 1085 15 s s veked e oce FRELSR:
[ | 5 [haPe W
'_'_'ﬂ__ﬂﬂ-ll'l'ﬂ'i i | o _ - = = =
08, s Type 18 — e ]
= Polarity | : | REVERSE -
| 08 | Welder quafification | As per I5: T310/7307 (Part-1) - 2019 R—
- 10. | Welding Parameters and technique e —————
10.1 | Welding Parameters ] I — _
T
— ——————— Electrodes Gas Flow
| Weig Bectrodes | o | acvomage | WireFeedSpead | Trovel Speed | gug 0 (1/min.)
Soence o, | Mo | owe) | (el (mimin) W ey L
e z S S—— —_— = 7 1% 15‘25
s Lamm | 150-250 | 20-30 | Comoledbyowrent | NA L 2
| |Root pass) il iR A 15 5-& |
34 | 1zme |350-20 | 24-30 | Comroledbyounert, St yg | 1525
56 L2mm | 150-250 | 24-30 | Controlledbycument | Hék . — 1| 15-25
78 | tamm | 150-250 | 24-30 [ Comvoledbyaumenl} R ;T 5.9,
T 930 | t2mm [ 150-350 | -3 | Convoledtyuemt | WA T 555 |
BETRT 12mem | 150-250 | 24-30 | Controlled by cument i S ==
s a _ e — = !
10.2 | Welding Sequence and bechrique ]_["-"'-_ = - i I
.'
| =
20mmirm
20mm ‘_\\\ ‘//
| >
11, | Proision of nuon | nnolf t2bs LA
'ﬂ Ceaning of weld bead before laying rext weld | o in cage of mult layer. By brush deaning and grinding
+ | bead
I-—#?ﬂwmtmmﬂ“ WA,
13
I e
b Temp.-Mn. 1 & Interpass Temp.-250°C M,
= pmmaﬂmﬂﬂ““”““ . Mn-dmt B L
N e L T
—15, | Post P By raweling after complete removal of defective wek & rectify the
. S iEecn b ° n weld as per C1,32.2 of IS 9595-96, using Fux Cored Wire (Class 1 of
17, mmnfmﬂdﬂlf_l PR | JRS M 46} after conducting DP Test. .l
[ _nfm—'_ PR 1_ l:-- IJI IM-&D-P- — 1-4-‘:;.! 7 l 1
B y—r—— =" o4 i e, ) EHEG T
e e —— - - ﬁ¢,1%,,, Cilofl Workshop ManagenBW




0 D B B |

1.‘ilﬁﬂ-.']iﬁﬁﬁﬂﬂﬁiﬂ-‘]-‘}-‘ir?aifl

v

mﬂmmmmwmmm
Ihmwm”ﬁ“ﬂ“ g?m. e
Z, Mw.mmum SRMBS/ =
o .| RDSO/B-10427/5 & ROSO/B-1 427
S ROSODmM e, il weldingoftffener W Hanger & B
I— o Eﬂﬂﬂg]ﬂmnsuﬁlm, * | Lang Beam |
- .“5-___ Base Metal = i | 25meme25me, 15; . 2062 — 2011, Gr. 1 E350 B0
4. | welding Process ;| FeAW g ==
05, Welding Position. | 2F[IF/9F = R ——
| 06 | Wekding Consumable | e e — =]
| Dass ||:,|.mIﬂFTI1'5: H—ﬁiﬂ,ﬁwmﬂiﬁm
| e i Dia ||.1mm |_
i - Al Dryire] Method | | NA, _ —
Fhus
Cass | A, !
: o Type LA,
|- ————— = mmml I;!‘A- = : _  — -
B3 Gas oz |
e s T Fusion Faces and adjacent surfaces are deaned and made free |
a7 Base Metal Preparation from Cracks, Notches, Mill scale, Grease, Paint and Rust etc., |
i | which ray et wekd quoity. !
hl'rrdeimmhi: | ;
| T |[5mﬂ1ﬂmmmuﬂmmmmmupm&mmmmj |

| Fillet welding of Stiffenier with Hanger & Bottoen Long Beam| 2SS mim)

wed TF{ . HANGER

™ v LA
P&%E MM THK N & m BOTTOM LONG
W 1{5\" i JII,-' BEAM
. FAS 1 |
__ﬂ_._e=4llz==='#=§#—: 25 MM THK.
' i
I n : I 32MM THE
il J i pecr
| i E
= _‘: - — ol et :'.- | o
= il | !
1 il
| il [
! [_-_L'___—L_-.. e e




9 YYD F P VRN E D DDD PO DS AN

b

e T ) | | Page 14
72 | Joint prearation | hs Per IS: 10178 - 1995, 15! 7215 & Welded Bridge Code. Filet Jint.
5nﬂ Welding Curront —. -
e e — Type | : |OC === : — -
— Fly| . |mEveRsE -
% ‘Welder qualification t | Mg par IS: 7310/7307 (vart-1) - 2019
- 10. | Welding Parameters and techn : == -
m_u_h;rs_ﬂﬂ_ﬂuﬁﬂqdmmwe
— - ' e = — - ——
- R R
Beeismmiisciod) T (Amps) | (Vo) (mimin) (mfmin) | )
_ (Rootpossy | M2mm | 150-250 | 24-30 | Cootrolled by cument | NA 15 15-25
38 | i2mm | 150-250 | 24-30 | Covoledbyourent | MA. | 15 | D3-2%
56 | t2mm | 150-250 | 24-30 | Controlled by cument | MA. E 15-35
78 | L2mm | 7150-250 | 4-30 | Controledhycumemt |  MA. L _B. |27l
820 | Lamm | 150-250 | 24-30 | Convolldtycument | WA [ 15 15-25
11,12 | L2mm | 150-3250 | 24-30 | Controbed bycument | MA [ L .
10.2 | Welding Sequence and technique l-' .[H-ﬁ-
|
20rmm i
20rmrm |

[, 9
Yas, in cse of multi layer, By brush deaning and grinding

N.A.

| Prehest Temp.-Min. 150°C & Trterpass Temp.-250°C Max.
L | NA
By re-welding after complete removel of defective weld & redify e

! as per £132,2 of 1S 9565-96, using Fux Cored Wire (Class T of
n ﬁ&nﬁ}dﬁrmﬂu@gﬁ'rﬁ
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T TR + B N T T TR TS SO R ) I I N T T N N RN R R R AR

'?I

!

L——_”Tﬂmﬂnmw Mfs, mnumrmmsﬁus,m Borai, Durg-491001. |
i'bﬁﬁfﬁﬂ@.ﬁﬁmm ¢ | SRMBS[RKECPU/SITE/WPS/GOM/Z9 —1
| RDS0 Drawing No, : | RDSO/B-104276 |
az Welding , | Fillet 20mm - F|mm|dlmnrmmmﬂnmmﬂmlﬂ
e KR Ciciptian ' | pottom Cross Beam |
3. | Base Matal, .| 25mmuds/28.xm IS: 2062 - 2011, Gr. : E350B0 - -]
8. | Welding Process | : [row _ |
05. | Welging Position. 3F/3F/4F : |
06| Weldng Cansumable. =1 - o - |
| HE'IIi'nde,l'Mm BE - £
Class mrmmn%—?&ﬁ,ﬂnmﬂmm
o Déa 1.2 mm
B — _D"r_lf!ﬂw M.A, — = e % |
| Flune
Class LA,
62 |
| Typa H.A,
‘__ L Drying Method N.A. -
B3 | Shielding Gas o2
| : mm-ﬂmmmmmmmmm
07. | Base Metal Preparation .| Motches, Mill scale, Grease, Paint and Rust etc., which may affect wedd |
! | quality.
! Joint design Detaiks

7.1 | (Sketch showing arrangements ufparts. vickd bead details, wald passed & their sequence etc.)
| | Fillet welding of Stiffener with Battom Cross Beam & Bottom Long Beam (2Smawd5/(Z8mm)

.|I""~|

;ONNECTION DETAILS - BC B1

¢ OF BOTTOM LONG BEAM

~BOTTOM CROSS BEAM

e

-,

e

—| 5. 1504150215 W
T

Hodo it /&g T8 T
Assil. Research OfficanMal
IR HET ety of Rotways

3 Hﬂﬂmnﬂﬁﬁmfﬁ 0.5 0, Luckaow

Fo

o e o e E—

L B

B25 ]

SECTION F-F 557 " 8

50 M.5. PLATE

T e oy

o TR
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¥

2

3 9 9 0P OV 9 R 8 A8 8O 6 8 8 8 5 9 99

—_— Fﬂgc_l_ﬁl
jz__fitwmm | A Per 15: 10178 - 1995, 15: 7215 & Wlded Bridge Code. Filet Joint. |
.-ﬂﬂ _'m_!ill':urrut : - __!'
= Bl 2 00 __ . 3 S
e S .ot ML £ —]
08, | Weider qualification ks per 15: 731077307 (Partel) = 2019 e
10, | Welding Parameters and technique i —
J10.1 | Welding Parametars e e e
ks 1 E = Becrod® | o Fiom
weig | Becodes | ooy acvotage | Wre FeedSpeed | TavelSoted | g e
enceNo: | lomy | Ces) | OO0 s T A O
Stiveintyunitia sl W) i i i e
| Lﬂu;iﬁj Lamm | 150-250 | 24-30 | Conirolled by current na | B =3
— b e, PN P T 15 =
34 | timm | 10-750 | 9-% | Conmolestyowem | WA | 15 B
56 | lamm | 150-250 | 24-30 | Cowletyoent | MA R 07
78 | Lamm | 150-250 | 24-30 | Convoledbyouwrent | MR | T
910 | 12wm | 150-250 | -3 | Conwoledbycrrent | WAL= o3t
L 12 L2mm | 150-250 | 24-30 | Conwolledbycurent | NA | = e
I T — e — I
| 102 | Welding Sequence and technigue AL - S
ZFOrmT
20T |
E { |
= s N A
T n of run=on | run-off Ehs ;
T teaning of weid bead before ksying next wed Yes, In case of mui lyer. By brush deaning and grinding !
| 12 | pead -1
— | Root preparation before welding other side of P
13. | grogve wekd
Eat | Prahest Temp.-Min, 150°C & Interpass Temp.-250°C Max,
14, | Preheating and inter pass temperstT®
_._____—F!!!g_ : ”h =
%_EMEMEM mmmm&mw&mﬁm
- stl. kuﬁ ;;I mﬂ'n:ﬂﬁmm Pl Cored Wire (Class 1 of
17, | Rectfication of wek defechy “_'“M”:ED‘ a.l after conducting DP Test.
e Visual & BLP. e
a8, | nepecton o BEC — i o A
e peievant DS =y T st | BISED



(SCALE 1:25)
G OF BOTTOM LONG BEAM

1200

L __I_..—.

~END BOTTOM CROSS BEAM
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L . Page
— WELDING PROCEDURE SPECIFICATION SHEET FOR 60 M CLEAR SPAN BOW STRING GIRDER -
r 80 ks of © | Ms. Struc-Rite Metal Buding Systems, Unit-IT, Borai, Durgr
i OO o R 431001 it
¢ | Voo Proadure specifiation No. . SMISRSOUSITEMRSOM
B i S "%@-m&mamﬂﬁmwm;
LJ B _“3-_ Welding Joint Description, | Beamwith Cover Plate. —
_ 03, |'BaeMetsl, 3 25mmcd6/30mm L5: 2062 - 2011, Gr. : E35080. =
. 04 [ WeldngProcess FCAW — I
.05, | Weiding Pasition, g 3F{3F 4F  — —
® 06 Welding Consumable. = — —t
L ] Cass mrwmmﬂmmﬁm |
] o D 1.2 m
- Drying Method | MA =
. Fh]“ |
| Oass | | M.A
. wd '.['mf_-l | WA
- o
. S5 Drying Method NA
63  |sh Gas | : |om B -
s R r—— 1 s ook ot Srfaces e deared and mace e
07. Base Motal Preparation | from Cracks, Notches, Mill scale, Grease, Paint ,
. = . which ctwedd quality.
P Joint desson Detals | i
' Pate (25mend(Moen)
T E‘!ﬂ“ﬂﬁfﬂ_ﬂﬂfﬁ""“mww-
" CONNECTION DETAILS - BC B3
Y
.
-
-~
-
)
=

B~
'! —% ———35 Nps. 25 THK.

= | e L\a M.S. PLATE

- 5 _BFEE_"J; < 20

. . SECTION H-H <’ .

- m ﬂﬁ%ﬂ‘ = - | Hazegy
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3 3 DD D H

q_?jz_ [ — _ N _— HEE.,H'
L—_F_f"_r"”m__ As Per 1S: 10178 — 1995, 15: 7215 & Welded Bridge Code. Filet Joint. :
nB I:_IHIH_HH ':I.I'I'!nt |
R S — ) N | - =
r-————__ = Polarity REVERSE
09, | Welder ol :
B s quelification As per 15: 7310/7307 (Part-1) - 2019 .
_— -m}g—P“Mm.—M e T e e et il e ]
10. Welding Parameters technique -— Ay e
o TS o (e i [ | B [
wire dia, | MTent | ArcVioltage | WireFeedSpeed | TravelSpeed | o ]
| Equencaio. (mm) | (Amms) | (voh) (mimin) (mimin) e (1fmin.)
13 Al . _
[. (Root pass) | 12 mm Cis0-2%0 | -3 Controfled by current NA. | 15 | 15-5
| T = ' ¥l = ' _—
34 | 1amm | 150-750 | 24-30 | Conmledycument | WA i§ | -
56 | Lamm | 150-250 | 24-30 | Comtroledbycument | MA. | 15 | 15-25
i 12mm | 150-250 | 24-30 | Contoledfycument |  NA 15 15-35
| 910 | 12mm | 150-250 | 24-30 | Controledbycument | NA | 15 15-35
1112 LZmm | 150-250 | 24-30 | Contralled by current mA | 15 | 15-45
10.2 | Welding Sequence and technigue MA
—1 & St e Bp—
Z0rmirm
2ormrm ______-‘-.-.‘ "...__r_,.,-'
L : e ——
(™11, | Provision of nm-on | nn-off abs L sstt-ResearoT oI
| 12 Geaning of weld bead beforetaying nect weld Yes, in case of multlayer, By brush eSS SRLA0G0G 1, o Faiv .-
¥ bead 7 -*q:gw:q -'-"’31"3":'.._-41--.
13 mwmmmm& MLA. !
. g’uﬂ'ﬂlﬂ!ﬂ ] e
_1.4_ mmuﬂmmwm Tfmmm&]me?#t@ !
(15, | Peenbn_ NA e ]
16| Post Weld treatment By re-welding after complete removal of defertive weld & rectsy the
defect weld as per C1.32.2 of 1S 955596, using Flux Cored Wire (Class | of
l?-Jw"f“ﬂd IRS M 45) after concucting DP Test. ]
B ey P - | Viewsi & D,
| 18, rspecon o Wek : - —
! her relevant Detals = "%3 S {'ﬁ"_;,_ B
| ‘bf‘ . ﬂ-'. : . ;o
ey, L) _.m N S e i 1 ) BlTER
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R R

—— WELDING PROCEDURE SPECIFICATION SHEET FO 5P, 20
E‘*’L“Wﬂﬂmﬂm i mmwmmmm.m,m
L ,EEFIEEH.‘E_ '__r“ B e — R et 2 e — == |
"rocedure specification Mo. | i | SRMBS/RKSCP/SITE/WPS/6OM/3L Im
01| RoSO Drawin M —
= 02. Wekling Jomnt Desoription Filet 20 mem - et welding of Stiffener with Int. Bottom Cross |
E = . | " |BeamwithHanger e ey
—— 58 Metal, . | 25mmocB/32mm I5; 2062 - 2011, Gr. E350 B0
_&: =, wgm = : m‘i— el
T — EEEE ==
|06 | Weiding Consumable. L » et
IEH!‘“'-.! £
" | Class mlwlmmmmﬂsm-
I Diia 1,2 mm
| .
—— 5 Drying Method | | MA - —
| Cass LA,
5.2
Type' NA
__ Dwying Mathod MA. ) = S I—
6.3 Shiglding Gas o2
e P e T e
o7 Bace Metai Preparation froa Cracks, Notches, Mill scalle, Grease, Paint and Rust tc.,
S = whilch may affiect weld guality.
Joint design Details N
71 MMMHMMMMHEHM!MMEL]
| [Filet weiding of Fillet welding of Stiffener with End Bottom Cross Beam with Hanger [3Smimedf/ I2mm)
CONNECTION DETAILS - BC B2
(SCALE 1:25)
i OF BOTION LOWNG SEAM
! : BOTTOM CROSS BEAY
150x15 /ﬁ/
|
‘l_r
-E—‘: wodo Hiftre /g T TH©
- ass1t, Research OfficeiMBC
iy re / Ministry of Raitways
5 Mos. 25 yikftsmeto, a5 /R.0.5.0.. Lucknow
M3 FAIF
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Page 30
TP =} e e i : S Josint.
HThmw . | as per s: 10178 - 1985, I: 7215 & Welded Bridge Code. Flet I _J
Weilding Current e —
0 - = ——
e S I [ = - .
= Polarlty | : |REVERSE P -
08, | Welder qualification 1 | hsperlS: ?ilmlﬂ?{mﬂ‘lﬂlﬂ e o _J
10, | Welding Parameters snd techriue : — e
- - (o0 | cmpon
Weid iw Curent | ArcVaoltage |  Wire Feed Spocd ]mw Stick out prriot
| Sequence No. o) | (Ames) (Vlt) {myrmir) {m/min} (mm) | LA
i i | | 15-25
I—{mi':*@ | L2mm | 150-250 | 24-30 | Convoledbycurent |  NA | = e
- -4 : - 15 =
_ 34 | tomm | 150-%0 | -39 | Comolestyowremt | WA {2 —Fro
5.6 12mm | 150-250 | 24-30 | Comvoledbycurrert | WA J A T
78 | t2mm | 150-250 | M-30 | Convoledbyourrent | WAL o
810 | L2mm | 150-250 | - Controfled by current | MA- Jl- Tt i
1,12 | 12mm | 150-250 | 24-30 | Cooledbyawremt | NA. | = L———
| 102 | Welding Sequence and bechige ML, B Teesae——
| 1
|
Z20Orrmem
|
| e
" §1. | Provsion of run-on | o ks LLA 2
= Ceaning of weld bead before laying nexd weld Yas, in case of mult laver, By brush deaning and grinding
{ head —_ —_—
i‘E_ wmmm*“ﬂ N.A -!
__gmuvmﬂ -
= mmwmmﬂﬁ/ pmummmummnmm
1 1 | MA 2 =
15, | Peening g T X -
16, | PostWed trssment__Lce S e weling afer comgiete removalof defectie wekl & recify the |
defect .y 1. el |aio] wekd s per 030.2 of IS 9595-85, using Fux Cored Wire (Cless 1 of
{7, | Rectification of weld Ly e s e & M2 DT "
& e oion of Wekd Jhi mumr
— e - — == — —_I
P relevant Detals P I
v, " «;’FJ 15-13' TH=




) 333939 233322 e e e e O

- - i 1 ' | - ' o
T.T!_Eﬁn‘g‘ ___'”"'_“__ of Fabricator H.rr.ﬂm-nmmm mmmm mmﬂlml _
01 [ mpsg H‘m ‘-E‘-!dm"f.it!ﬂ‘h | SRMBS/RKSCPLSITE WFS/60M/32 =
%  Drawin : | RDSO/B-10427/2 & RDSO/B-10427/9 |
% | Welding Joint Description | Fillet 20 mm - Fillet wekding of Stiffener with Arch & Hanger and Stiffener
B " | with Bottom Long Beam B Hanger. —
04 [ Weldng mo— : | 25mm3/25mm & 25mmdS/25mm, IS: 2052 - 2011, Gr, (EIS0B0
05, | Weldng Pogtion, e — —
-06. | Welding Consumabls, e ——
i e T ‘:EJ::' =
| s Clazs : EHHG‘HE:H-‘E—%—]’,FHH'NMIFEM
Dia| © ! L2mm
—_— (]
e . OryingMethod | | NA. —
| Class N
| 62
"Type HA,
— Drying Method | : | N, ) S 4
63 | ‘Shiskding Gas - | coz e
Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,
07. | Base Metal Preparstion Natches, and Mill scale, Grease, Paint and Rust e2c,, which may affect weid
— : iqualiy. I . S
Jaint design Detaits !
5 | {Sketch shawing amangements of parts, weld bead details, weld passes B ther sequence etc.)
| Stiffener with Arch & Hanger and Stiffener with Bottom Long Beam & Hanger., (2SmmidlZ5mm & 25memucds/Jsmm)
ARCH =
| : . ] o
Nl | - =y I ——
‘:;;J__a!'dj ; | ﬂ | '-III' w_'.’"h-" ?5 (TR me\\ -tl-'-
7 1 LV
4 .-:"-fﬁ'l T T s :.': ...2:_\":"_;_:'_
N e ; | A . “=—r=|—-' 25 MY THe
e e 2 TR -
PRl P Rl Db bl saMMTHc
‘...G/ﬁ%‘ff a . -t 3f e T q:.. -
an-_umn_.f’# SR A i . | |
TIFEFNFR » .
i HN‘-\.ELP _FF"L___E __J.______':____!.__ Ll
S asto e/ Gy T TGS RS

v p Fregemral M el
Sop FAE Mnairy al Fafhetss

g TR, R AL, LR,

v,

=y
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| 72 Toomtae—  Pape 32
e perntion : | s Per 15: 10178 - - 1995, I5: 7215 & Wekded Bridge Code. Fllet i, |
og. | relding Current N el T |

o Twel : [0 = ——]

0 weeeo——— Pty | c TeeveRsE ==
10 | Wekdng rara ¢ | As per1S: 7310/7307 (Part1) - 2019 ] .'

———{ TE00] Paramaters and technique |

| 10.1 | Welding Parame e I s
_—I::__-_'_ J_ —_ — _l

Weld Blecirodes | e = 2 = |
Sequence No, | Wieda, | CUment | AcVolage | Wire Feed Speed [mwsmd m| Bas Flow
— | (mmy | (Amp) (Volt) {mjmin] (mjmin) (Umin) |

17| e | Tl fmey | T

- fﬂi’;’fﬁw_'_uﬂ 150-250 | 24-30 | Conkrolled bycument = NA. 5 | 15-2

i '5‘%—'—!‘2"'“ 150-250 | 24-30 | Conobedoycwment | NA. | 15 | 15-25

= %% | camm | 150-250 | 24-30 | Controlled by cument NA. 15 | 15-25
gy amm | 150-250 | 34-30 | Convoledbycument | MA | 1S | 18-35 |

s — —amm | 150-250 | 24-30 | Comrolleaty cument | NA. | &5 | 5B
= — L L2mm | 150-260 [ 34-% |_j:g_|1hﬁuhnrpmm| NA | 15 [ 1525
10.2 | Welding Sequence and ted [T I

’ |

I

' I
2

20mim ”,;lﬂ'*ﬂ‘l |

\\. ?.; = |

|

' |
:_11, | Provision of run-on J run-off tabs P KA

12 Eﬁqﬁwﬁdbﬂaﬂmmmrﬂ __;_ mmmﬁnmmw.ﬁmmhwm |

" Root preparation before weldng other skeol | | 0 2

s grodnes weld e ey
14, mmmmmf /.__ Preheat Temp.- MIWEEI:WTWMM

%15. Peening [l {na == —

| 16. Post Weld treatrnent m-ﬁuj:‘mgq:ﬁ WA e —
: weicing after complete removal of defective wed rectify |

| 9. Rectification of weld defect /155tL Research O ﬁi”qm“ﬁm“ﬂﬁmmmw&:mulf I
] 3 WA/ Minisiry of R 45) after conducting DP Test, [

18, | Inspection of Weld __ Sosia e, mgnn_uis Of Vs 0., B S
; _15.__%#5_{&&%”]5 = T gy,:“? e W - _
AT _.-"'..-'..‘I:l}-rrl'E" [ ' ,,a,_."_...fﬁ.f-- Pt
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b

H.'s. Stroc e Metal Buling Systams, Unk-I, Boa, Durg-491001. /‘
——

e e s e ———
E"_wm'_m_m — " il 2 1 - Pctweldig of Setener i 703 iagna Te Beam A<h |
3 e - mT.@LDEqu_THMnﬁ‘ T =
|03, | Base Metal, + | 32mema28)32men, 32mmu28/32mm 15: 2062 - S48, B - SR
| 04. | Welding Process — | : | FCAWAS s e A e —f{
0S. | Welding Position. Clgee —
1 06. | Welding Consumatle, 2 _——— |
Class mmcrmm%ﬁnmmmm— .
I
e Dia | 1.2 mm
— - Drying Method | | NA. - - ——— .
Flux W |
Class | @ | MA
| &2 : .T'rpe : | WA
! Drying Method | : | NA. e e
| 6.3 | Shielding Gas __JE_LE“'E e ey wmmma
07. | Base Metal Preparation ‘: Nokches, WA scale, Grease, Paint and Rust etc., which may |
| gy, il . !
| Joint design Detalls NE: = |
7.1 ﬁmmmﬂm'mmwhﬂm&mmm} |
Mﬂ%&ﬂ.%ﬂ@@@ I2men28/3mm] pp—

2y MM

Pes
TH«A. ART _x

T
To0P T M %x' \ xli_ :
-'ﬁ | e = = |

-
R e
i

—H..L-:_—‘:-T.j T

] .

i

I

b L
.-.—,r—

'Hl

_ i | a0 THEK
= !
| R Ameead

I CUT 7O SHAFE TO AVOID PACKIMNG
]| FLATE




s o & 2

T P ___P!E‘_T'
h——'_]'l"________““"h‘ MF!E:INH-IHE.E:HIEIWWWLF!_HPM___I
”  Welding Current ]
e 2 e | === |
— Polarity | : |REVERSE 1
_"Lﬂﬂﬁm ks per 15: 7310/7307 (Past-1) - 201 '
0. | Welding Parameters and technique i
100 | Walding Parametess — sl
. - Ee———— |
Weld Becrodes | ]M_ ! Bedrodes | o po
ek Voltege = Wie Feed Speed | Trnved Speed | o g |
| Seauerceo. | "R | gamps) | vy (mfmin) (i) s () | e
_iﬂ:t“lm} Limm | 150-250 | 24-30 | Contolledbyoument | MA | 15 i
| 34 1L.2mm | 150-250 24-30 | Controlled by cusrent | NA | 15 | 15-5
b Limm | 150-250 | 24-30 | Contoledoycument | NA 5 | 15-5 |
73 Limm | 150-350 | 24-30 | Comledbyoument | MA | IS 15-25
9,10 Lamm | 150-250 | 24-30 | Coetrofled by curent |  NA | 15 15-85
L1112 Limm | 150-250 | 24-30 | Coetrolegycument |  NA 15 15-35 |
10.2 [wmﬁmm | : IHJ. i § _,'
| .
|
22rnm X rrumn
! ‘\“ T e /" f
/% %\ i
|
| |
1L, | Provision of run-on | na-off tats M. A |
% Cieaning of weld bead before bing nextweld | . | o 1y cocs of mustlayes, By brush dleaning and grinding
pead ;
. mmhﬁuvﬂmﬂﬂﬂf: NA |
| groova weld : —
10| ehesting and nter pes tmperaure Qj}/ | et Temp MISOCH s Temp 250 M.
15 | Pesning_ B i narie = —
|16, | Post We e '“'”W—f@m : 'W e orplte v of Gecve el & iy e |
i s Hﬂm&%ﬁﬂfﬁ-”ﬂﬁ;ﬁﬂﬂTﬂmmmm‘mm.
- E__h;pﬁdiuﬂﬂm = . H m_l,_ﬁ.J?f o . - . .
Hi relevant Detalls ) % 4! = - S ]
L L= s - 3 .--"'-'@- » T e | SR
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Page 15
—— —WELDING DUR ON SHEET FOR 60 M CLEAR SPAN BOW STRING BEAM
Name and address of Fabricator * | is. Struc-Rite Metal Bullding Systams, Unit-TI, Borai, Durg-491001. |
Wheiding Procedune speciication No. | : | SRMBS/RESCPUSITE/WPSf6OMA4 .
-1 | ROSODrawingNo, i | RDSO/B-14Z73 . e
02, | Welding Joink Description, |+ Fillet 22 mm - Fillet welding of Stiffener with Top Tie Beam & Hanger
3. | Base Metal | [ sammasiamm, 15 2062 - 2011 Gr. E35080
04, | Welding Process : | Foaw d o — —-
05, | Welding Position. : | IF/3FF 1
cectiode/Wine ale |
' t Closs | | chut:flnsmrﬁrﬁﬂ,ﬁmwadﬂsm-
6.1 :
D . |LZmm
O S Drying Method NA,
Flux —— i .
Class | = | M.A,
6.2 | &l
i Type | @ | NA
s . Dirying Method | !H.A. -
| 6.3 | Shielding Gas | 002 B deasi
I ' Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,
07. | Base Metal Preparation :'iummmummmwmm,mﬂmmwﬂ
— ourabty, i = — =
Joint dacign Details II N == o
| 7.1 | (Sketrh showing arangemants of parts., weld bead details, weld passes & their sequence efc.)
| Fillet weld of Stiffener with Top Tie Beam & Hanger (32mmed532mm) — SN
' oMM HK, ARCH |
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— Page 36
72 | J0int e g s P e SN
—— | T Meparation ¢ | AsPar15: 10178 - 1995, 15: 7215 & Welded Bridge Coce, Fillt Joint. |
e, |eoking Curen K N
P o Y I [ ~ .
T —— FPolerlly | ;| REVERSE S
.. Welder quabfication |t | As per 1S: T3I0/7307 (Part-1) - 2019 !
MU it A Al g
i_"“ﬂﬁ_ #__Pﬂmm and technigue i |
10.1 | Welding Parameters
A ——e - = i e £ — —I—
| e TE'E‘M“""“M Cuent | ArcVolage | WeeFesdSpesd | Travel Speed | Mmﬁ Gas Flow
E___EEE'_ () {Amips) {Volt) (mymiin} (myfmin) L (mm) {H"T']
ME v | Lémm | 150-250 | 24-30 | Contrabedbycument | MA | 15 | 15-25
(Root pegg) | €T ! | : (525 |
L34 ! 1Llewm | 150 -350 24=30 | Condrolled by current N.A, 15 | 15- |
T _L2mm | 150-750 | 24-30 | Comroledbycument | NA. J 15| 15-25
78 | Lamm | 150-2%0 | 24-30 | Conrolled bycument |  NA 51 B
810 | L2mm | 150-250 | 24-30 | Controledbycument | NA__| 15 | I:-}j_
L1112 | 17mm | 150-350 | M- 1@@@“ NA 15 1 15e
10.2 | Welding Sequence and techniqus -| . IH.A. i _
|
o P— 23 mm I
\,% %‘{/ |
|
run-off tabs 8 bl
11, | Prowision of run-on /
5 ieaning of weld bead before laying nextWekd | . | yee in cage of muiti syer. By brush deaning and grinding |
ﬁpﬂﬁmmmﬂﬂ”“"f‘/1 N.A. '
13. | aroove wekd ',J"'”'" =
i . T o
14, | Preheating and Inter pass temperature {}Y 2 _TMFWINIIW empASOCMax.

P e T e LS v = -— !
is. | ey e T |
16, | Post Weld redbment — e T ﬂdmﬂ after complete removal of defective weld & rectify the |

VT ee ety | 8 per 1,322 of 1S 9595-96, using Flux Cored Wire (Class 1 of
17, wﬁrﬂﬂfﬂ_ - Fol MR _iﬂﬁ”ﬁ}ﬂ'ﬂﬂmmTﬂ;a B |
e - | | viswl& DR 1]
“§8. | Inspection of Weld_ R & = a——

i a-. -rd!‘_“@ i é"l’ﬂmfg--- @:’-—_. -\:-_- Ity
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Page 37
—— PROCEDURE SPECI H 60 M CLEAR § w N e e
l'ffﬂiddrm:ﬁmuw Mfs. Struc-Rite Metal Building Systems, Unit-11, Boral, Durg-491001.
Welding Procedure specification No. | ;| SRMBS/RKSCPL/SITE/WPS/60M/35 =
—0L._| RDSO Drewing No. - | ROSU/E-10427/6 .

0. Filet 12 mm - Fillet Welding of Angle with [nt. Bottom Bottom
| | WeldngdomtOescighion. | | |5 Beam g Angle with In. Botom Cross Beam & Harger ________
03. | Base Metal Angle (150X150% 12mm) X 16/25mm, Angle (150X150¥12mm) X 16/32mm
————— = 15: 2062 - 2011, Gr, : E350 BO & E250B0 MR-

|04, | Welding Process | | roaw B i e ——
05, | Welding Position. ) IFI3FI4F — —
06, | Weldng Cansumable. = e ——
Blectroda/Wire o
Class | !clmluﬂns:n-q&ﬁm:madhﬁm-
6.1 :
bia 1.2 mm
SR e Drying Method | NA - !
Fhu
Cass HA,
) |
Type | NUA,
— Brying Method NA : = E
63 | Shiekig Ges P oo e ]
= _ﬁmmmmﬂ surfaces are cleaned and made free from Cracks,
07. | Base Metal Preparation |mm|mﬁm,mmm¢~MMﬂﬂﬂﬂ
? quality. [
Joint design Details . _ . |
?1 {___.-..-__ e ﬂm“ﬂm “ﬂd ! Ew 'H'ﬂt—: |
, Filet Weld of Angle with Int, Bottom Cross Beam & Bettom Long Beam and Angle with nt. Bottom Cross Beam & Hanger
| Ance (15001501 2mm) X 16/25mm, Angle (150150001 2mm) X 16/32m _
s
OF HANGER
HANGER - BOTTOM LONG BEAM
S2MMTHE. ./ N
o %
= - i T I"'"— =
I | i Hodlo aEta, T T
: | e . i ~S2IL Paseaich B
| r | ...: -FI“'.'F"-: Wi 9l
m q | L : i
e [ is_,; TS0K150%15 -
' ‘ ,nih!{' j
- |
i |
= RS I
N [P 4
.| T LOERAR THE. _ _ﬁ?ﬁ_’ Hi At
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&

&

.  Pagedd
ot pregarstion "1 | as Per 15: 10178 - 1985, IS: 7215 & Welded Bridge Code. Fille Bint:
Welding Curret | 1. e ————
fr— _ Type| = IR . e
— Polarity | : | REVERSE e Rp =
| Welder qualification : | hsperls: ?Jlﬂ.l'?!ﬁ?fﬂﬂ‘li 3‘319 T ——
wwww 3 . - i
Wekding Parameters e s
Fetaw - R —
s e
Weld Bectrodes | eent | ArcVoltage | Wire Feed Speed Travel Speed Eml out Gas Flow
Sequence No, “{m‘- (amgs) (ol (mjmin) {mfmin) om)__| (min.)
_{_let;m} | L2mm | 150-250 | 24-30 m:mladh.rmat| NA. 15 | =
ot i L |
34| lame | a50-0 | 29-3 | Comoleobyorent | WA |15 15-25
| 56 | 12mm | 150-250 | 24-30 Controled bycoment | MA | 15 [ 5B |
| 10.2 and o 1' - N
|_‘"£“E‘f‘“ W |H"A' - ————— 1|
12mm 12mm
2 -""-._.‘I ".a"'r
| 1] |2

F:]H.L

| 11, | Provision of runon | run-off t=bs _
a, wﬂwﬂuﬂmmﬂmﬁ . | s, in case af mult layer, By brush dleaning and grinding
, .
- Root preparation before welding ather side of M.A,
gmove wikd
14, | Preheating and inger pass temperaire 7 Preheat Temp,-Min. 150°C & Irterpass Temp,-250°C Max.
15, | Peenivg gins fik
16, | Post Weld mesiment ; - r LR
i dei!d'“ R Rﬂsschf}llmfr;:{;ﬁéld pu'u.azgﬂlﬂﬁms-m. . "t Tﬁﬂ_’
Rectification of weld ¥ 1 &k '-ﬂl'!lFlﬂlEnHm{nm
e ‘a1 e/ Winisizy of il JRS M 46) after conducting DP Test. et |

matlm'mmﬂrtmnlli

I mmdw:ﬂ uﬂﬂmﬂa Fl’ﬂ’ﬁi.."HD

E_I_I:urlmda D.P
|:|NL -

e i)
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s & & & & & 9 9 O 9909 8 9 n

ING PROCE EC
|”’"’Eiﬂﬂaddrmﬂmw Mfs, Wmﬂnﬂmmm Lm-ﬂ.mﬂﬂ?mmi
lwﬂmmmmﬁ . | SRMBS/RKSTPLSITEMPS/GOM/36
| 0L | RDSO Drawing No. - | RDSO/E-10427/6
TR B [ Fillat 12 mm- Filet Welding af Angle with Cover
h“? \'fewmhlmnunm : I.’um
03. | Base etal, “1'; | angle 150x150¢1 2memca0y25me 15: 2062 - 201,
| ““' | Welding Process || row i
| 05. | Welding Position, FAFNF -
06. | Welding Consumable,
I ElectrodeWire a2 :
I Class Class | OF M:Mﬁsfﬂnmednﬁma
|5 Dia | © | 1.2 mm
. F— _ DyingMethod | | N.A.
[ | Flux : |
' Class | @ | N.A,
62 | o
e _DOryingMethod | @ | MA. —
6.3 | Shiekding Gas : u.‘m -

07. | Base WMetal Preparation

hﬂ!ﬂ.ﬁlsﬂhﬁmm

Jaint design Details

TION SHEET FOR 60 M CLEAR SPAN BOW STRINGBEAM

Fu:lm Mmmmmmmmm
v and Rust e, which may affect wekd quaity. I

Page 19

—r—]

e ——

e —

Fiate & End Bottom Cross

1, .+ E350.80 8 EZS0BRIR0_

7l

ELEWATICN

{ Skoetch shaowing armangements af parts, weld bead details, weld parcses B their sequence etc.}

| Fillet Wield of Angle with Cover Mate & End Battom Cross Besmj (150150x1 3men b0/ 25mm)

o

£

JOMNN =LA

o

A% MY T
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| 72 | it preparation s Per IS 1 mm- 1995, 15: msammcﬂ.m
. Welding Current e L e — e

L O ) B e
iy oy | ;| ReveRse e
(98 | Welder qualficaton - | Asper 15: 731017307 (Parte1) - 2019 B

i 4_W_ﬁummte¢mm I
10.1 | Weicing Pacameters p ki

Weld Becrodes | ey | 4 o | o | Ee0ds | G po
wire dia, rc Voltage Wire Fead Speed | Travel Spesd | gy gy
| Sequencelo. | Crpwy | Aees) | (W (mimin) (mmin) l oy | () |
L fn:.u;r;ag}__ 111j'“ _I__IEIJ-IEB M-30 cmmue-:lhmnmtl NA iﬁ 3 | 15-25 W
2 1amm | 150-250 | .24 | Coobedbyeumert NA | 15 153
L3 l2mm | 150-250 | 24-30 ' Coritrobed by current | MA | 1§ 15-35
| 102 | Welding Sequence and technique |_ |M
12mm 12mm .
T _,,«"‘ II
1] (2

|

_11. | provision of run-on / run-off tabs M. A
£ wield . i
wgﬂmmmﬂ Yes, in case of multi layer, By brush deaning and grinding
'ﬂ Aot pregaration befare welding ather side of Nk
| groove weld
I. = g s inter pass emperature Preheat Temgp,-Min, 150°C & Interpass Temp.-250°C Max,
15[ peening _’HJV— L - :
16. | Post Weid treatment : i N
== e rcu 8 after complete removal of defective weld & rectfy the
17. | Rectcation of weid defect *" " ran | e as per 0322 of IS 959596, using Flux Cored Wire (Class T of
4 i g JREHﬂﬁ}aﬂHmﬂ:HmuPTﬁ,
8 |Impecionciwed | Visual & D.P -
19, | Any other relevant Detals g
et e I




’

']

iiiiiiiililllll!l!‘!li!

|Hmm”""““m mmwmmmmmmm.
Wedng Proetes it . | s mksSTE RSN
DL | ROSD Drawing . .| RDSO/B-10427/5
Lﬂ'—mfﬁﬂﬁi@ﬁ | Fillat 22 mm - mmﬂmwmmmmm
3. | Base Meta, ;| s2men x 25mm, 15: 2062 - 2011, Gr. : E350 80
ot | Wekdeg Focess 1 (o =
_05. | Wekding Position. | | e ]
_06. | weiing Consumable, =
| 1 E'lﬂml!ﬂ! Wire dld
' Oz Clnss | OF [RS: M-46-3003, Fus cored MS wire.
. Dia 1.2 mm
L] /R — Dirying Methad MA. R
Flu
Oass A
. Trpe | MA.
6.3 | Shislding Gas oo
: Hﬁﬂ!ﬂaﬁaﬂ:ﬂtmﬁﬁnhﬂmﬂ:ﬂhﬁuﬁw
| : Pairt and Rust etc., which may affect
| 07, | Base Metnl Preparation : Hntﬂ'f,rﬁﬂe.m
! || qualky,
| | Juinit design Detais :
71 Tmmmdmmmdmwm&wmmj
ﬁﬁﬂﬂﬂﬁ%mmwm
23
: oo i
'I_.I —q - - - ; ..:-':.‘ﬂl L\L‘:
| -I m i &
i 1
2 ! a5 WK THE
taf
M | L A
== 0N OME
i o gt
BTt [ _._,Ln'\e_-.,.-;.l’.fE.tT_l,,‘! I :I. I- ,gi:]
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Page 41

rEL-.’E"i"‘lﬂL;m__ T+ | AsPer1s: 10178 - 1995, 15: 7215 & Weldad Bridge Code. Fillet it _‘

| '_mm.. oY -

| W. == = __.'?!'p‘:;_ o :

bib=—— 2 Polarity | : |REVERSE

| 9. | Welder qualiication .Hperﬁ:.‘-"JI!lmﬂT{Pm-ﬂ 2019 _

I.._m'_ Weiding Parameters and bechnique ] = N

101 | Welding Parameters

L R L AR —

|s Weld | CRCTO0ES | o | Arcvotage | Wi FeedSpeed | Trovel Speed oy e o
e il ' A 15 15-25

|__(Root pass) | 1_,2n'm Eﬂ:l‘iﬂ_ 1:1-3& Controfled by current l'-l__ 2 — !
34 | 1amm | 150-250 | 24-30 | Controlled by curent | N.A 5 |

56 | Lrmm | 150-250 | 20-30 | Controledbycurent | NA | 15 5-5 |

. 1.2 mm 1'159_:;\_45_4;_ 24— Contralled by curnent NA. 15 15-35 i

M 1.2 mm ! 150-250 | 24-30 | Comtroledbyoument | MA 15 15-5
11,12 Limm | 150-250 | 24 Conrwfied by cumett NA. 15 15-25 |

-[ 10.2 |mﬂm;mw Ilpu, |

i
EErreren

11, | Provision of run-on | run-off tabs [ [NA ]
: a mﬂﬂhﬂdhﬁﬂ!mhﬂﬂ Yes, in case of multi layer. By brush deaning and grinding |
_1] wmmmw ik,
14, | Prehesting and Inter pass temperature 2 "+ | Prehest Temg.-Min 150°C & Interpass Temp.-250°C Max. |
15, | Peening sroale fED / S1G U TFEE
6. | Post Weld reatment__ el Rresearch DfficrivisGa,
el - o vy Ministry of Fal "ﬂ“ﬁmmmm-m IH:
Ractification dgfatt moe B D5 b L wheldeas per Ehective rectify
17, | of weld Metie, T‘ﬁf’_ ME.WETHI i
g - | Visual & D.P
urwehl g < | s ; . -
. : Hilbgj " b PR, 3 0 @:Ta
e I‘f.:ﬁrﬂ..-}'s -

" 8
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Page 43

Frae —WMWMW——

_illemmﬂm mmmmmmﬂ mmmdﬂl J
| Welding Procedure specicatonhe, | @ | SRHBSTRSCPUSTEMNPS/SOM/38
O | RDSO Drawing No. RDSOYB-I04ZI/S :
@ = " Filet 20 mm- mwﬂuﬂmlmﬂﬂ“m"ﬂ!mm |
_ & | Vwelding ok Description 1% | peam -
| 03, | Base Metal | 32mm x 25mm, 15: 2062 - 2011, Gr, : E350 80 =
4. | Welding Process | Fow I —
| (05, | Weldng Positon, .| wepEE ]
|06 | Weiing Consumatle. ) ' e —
ElectrodeWire
' Class ﬂmiﬂﬂlﬁ:u—ﬁ-ﬁﬁﬂwﬂ”sm :
| o . Dia ' 1.1 mm |
FENEEE . Drying Method N e
Flux
Class M4,
e Type NA,
Drypng Method WA R
63 | Shiglding Gas Co2
Fusion Faces and adjacent surfaces are deaned and made free from Cracs,
07. | Base Metal Freparation mmmmmmmmmmmm
— . quakty
Joint design Detafs E _ _
71 {mmmmﬂmﬂmmmmamammj
Fillet Welding of Top & Bottom Splice Plate with Bottom Lang Beam I

700 oo |
VIEW G-G & H-H?

Feleode, T/ ROD.5.0
b

rE%
SECTICON J-J

S e &
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]. *. = T - T T O T O T
72| Jonk prepara As Per I5: 10178 - 1995, IS; 7215 & Wekded Bridge Code, Filet lnint. _j
3 i
0B, = . —1- i 1
e — . ] - . - =
==0 Polarity EVERS -
8. | Wekd qualication b per 1: 7310/7307 (Part-) - 2019 ]
1, e :
| " | Wekling Parameters and technique * - -
|ll.'l.l mrghmm ; ——
. i — o ) ) - e
Weld w Currert | Anc Volage wurmsmd Traved Speed | oy e m
SequenceNo. | iy | (Ames) | (vel) {mimin) (i) | e | T
1'2_ e n — - 1
{Rootpass) | 1M | 150-250 | M4-30 Controfled by cumrent | NA | » | g
M| tdom | 0-2%0 | 2-3 | Comvledyomex | NA | B L ©°8
56 | tamm | 150-250 | 24-30 | Convoledyauen: | NA | 15 | 158
| 7B | 12mm | 150-250 | 24-30 | Contralled by current N.A 5 | &5
| 900 Limm | 150-250 | 24-30 !Em-mwum MA, 15 | 15-5
L om12 | 12mm | 150-250 | 24-30 | Controledbycument | MA 5 | 15-B
102 | Welding Sequence and techinigue | ¢ | NA _
20mm |
| Z20mm -\\ f_'..a-""" W I
| /f# - . et qa;if_'u |
. o aah OlficerisC |
BT !
L Yo e WAy o
Wﬁ-ﬁ.w
[ 11, |Fm.|'i§n‘|nfn-l'hnﬂfmﬂ"ﬂﬁﬂ’5 M.A QIM |
== weld bead before lzying nest weld |
| - gﬂwﬁ Yes, in case of mulll layer, By brush deaning and grinding
. beflore welding othar side of
[ 2 le:plrum . WA,
It s and inter pass temperatire Preneat Temp.-Min,150°C & Interpass Temp.-250°C Max.
NA.
= —

By re-welding after complete removal of cefective weld & rectfy the
?E;!ﬁﬁﬁl?ﬂﬁ%lﬂﬁﬁﬂ%“ﬁ{ﬂﬂlﬂ

) after conducting DP Test. |
[ o | Visual & OP E!i

7T )
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[ | Juint design Detaiks

Page 45
B

. 1.
and address of Fabricatne * | Wi, Struc-Rite Metal Bullding Systems, Unit-I1, Borai, Durg-491001.

e

e — T -/
g Drawing No. - | RDSO/B-10427/2 = E

_—_- ey e ™y — ' FIE’QEEIF'"" @L@mﬂmyﬂ—@&@ o ]
- ‘;'-':Etﬂm_.._._ Deseription. 1 40men x 32mm, 15; 2062 2011, Gr. {E35080 =

Al B, = L

' ing Pracess. . | FOW

|05, | Welding Position. : = 7

j M8, | Weiding Consumable, = e
' . miwimrm&mw'ﬁ“‘""

Dia 1.2 mm

Drying Method N.A. = M

Class : LA
Twpe | @ | NA

| E.l_lﬂ'_iui:l Gas Drying Method | : | N.A, = |
[P Fmrmmmtmfmmmmm Cracks, |
sl s i| : m,mmmmmmmmmmmwﬂ
| : =

6.2

quakty. — =

Fillet Welding of Splice Mate with Arch, ) e

7.1 | (Sketch showing arrangements of parts, weld bead detalls, weld passes & thelr sequence etc. )
f%‘-

W o0 g2, SECTICN H-H
Pt T e ! Wﬁ%ﬁ"ﬂ_ e m{i@d] .



0 0 0 0 0 0 0 0 A D P O O PP BIIANINDSGOAE S SR B O

_ Pagedh
7.2_| Joint preparation 7. | 4 per 15: 10178 - 1995, 15: 721 S: 7215 & Welded Bridge Code Fillet Joink. _;]
| Weiding Current e e e —
o2. _-‘ Tyoe _'_-i;ﬂ:—___ e ————— — ———___'
| Polarity | REVES e _ S
" polarty | : | REVERSE = |
09, | Welder qualification ag per IS: 7310/7307 (Past-T) - 2019 ]
| 0. | Welding Parameters and technique Il B = == _|
10.1 | Wietding Pararmeters e =
e i - ) el [ - T Tl | " o Flow
Wekd - Curent | ArcVoitage |  Wire Feed Speed Travel Stick out )
it | Qo> | g | o | EPE )| O
| Biolpey | LEew | i0-20 | M- Controlled by current | NA- 15 | .‘f'_;f:..
™ 3mm | is0-750 | 34-3 | Conirolled byoument L b TR
34 i 2mm | 150-250 | 24-30 | Controlled by cument i Le THEE.
78 | tamwm | 150-250 | 24-30 | Conkroed by.cumer | .. 15 192
| 910 12mm | 150-350 | 24-30 | Controlled in'cument | A s | 18-
11,12 | 12mm [ 150-250 | 34-30 | Controlled by current NA. 15 r_ 15-35
1334 | l2mm | 150-250 | 24-30 Controliled by current | N.A. 15 | 15-33 |
1516 | lL2mm | 150-250 | 24-30 Controlled by current | NA. 5 | 13-&
1718 | vamm | 150-250 | 24-3 | Controhedtycurent | MA 35 | 15-28
1820 | tomm | 150-250 | 24-30 | Controiod by current | MA | 15 | 155
102 | Wekting Sequence and technique | ﬁ_,, ==
. i
| Z2Brmrm "_-,..-"'-‘ Eﬂmm
— : L =i
| 11 Prewision of run-on | run-aff @b r MA R e '-:a i
beefore LT T
| 12 ﬁrﬁuﬂmhhud laying next wetd - | Yes, in case of muli keyer. By brush deaning and grnding !
1 Hﬂpmihnhﬂﬂumwﬂ'ﬂﬂ .| N —
::mmmm&wmﬁﬁh !
Mh === |

By re-welding after complete removal of defective weld & rectfy the |

weld &3 per 01.32.2 of 15 8555-96, using Fhu Cored Wire :-.51"‘;;=

IRS M 46) after conducting DP Test. 340 ST gﬁ&m
0

. visusl & 0P T e ¥ g S g
e "“’“‘“’ﬂfﬂshwm e
: o T 1_‘513.5_&_4'#



Boral, Durg-491001
Kame msmﬂurjﬂmﬂ!m_ﬂ“' e e
o 5 KGCPL/STTE/WPS(6OM/40 e
L Welding Procadura specification No. i : - g = o9
Y RDSO/B-1D427M4 with Arch and Bottom
01, | ROSO Drawing Mo | Filet 6 mm - Fillet of & mm cover plate MRS L e
DII —— —I < — T i _- - ] =
Fe {hw BN TN U —
|_E"1’r'-_.*'~_'ﬂl;f'lgﬂ1:_-!ﬂ — PN ——
|_q5_'.._ ding Position. w — 3
| 05, | Welding Consumatie 4 ——
. Class mtmlﬁ:m&%m’ﬁ“m
| &1 Dia 1.2 mm
Dirying Method MA. = =
Flox Class M.A i
; e | Type | + | BA
| | — Drying Method | @ | NA, ___
63 | Shiekling Gas o2 - — 4 and made free from Cracks, |
| SEES_— I —————————— B e “ M
| 07, | Base Metal Preparation : WF‘: 'I“m‘:;ﬂw@mm,mmﬂﬁﬂﬂﬂyé
IR ET= T S 1 . -

o | WMHMmEmm,nwmm“Hpm&mmmmi
I

. | Fillat Wedding of 6 rm coves plate with Arch and Bofttom Lang Beam,(EMMICIZMM & GMMUISMM) —
:"_-: R

i 5
- T L
:ll,_'ElJ-:'""" =
= s A =
| e
L~ — -
! NpoToM Lo

RE &rr

CLEVATION OF JONT 1 i
il o’ B <



A o ———— = —T
> L Welding Curren = - —=
P———— _Type DC e id
P e ; REVERSE === =
7| Weider qualification A per 15: 7310/7307 (Part-1) - 2019
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| Welding Procegure speciication No. |t | sAMBS/RKSCRL/SITEWPS/E0M/A1 -
_ 01, | RDSO Drawing No. — ;| RDSOf@-10427 Series =l |
| e, Waekding Joint Description Fllet 5mm - Tack Weld —
| 03, | BaseMetal. - | 15: 2062 - 2011 E350/E250 ]
04, | Welding Process ' | AW (Flux core Arc Wekding) . =
s, | Weiding Pasition. - Horzontal | Vertical : |
e, | Weking G . | ; 28
ElectroaWire — mﬂ, : |
[ | Class Class 1 OF IRS: M=36- Pl cored M5 wire. |
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' Dia 1.2 mm
F— Drying Method | | NA, - —
b2 |Fh.|:: ' |
' I Clags LA i
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I Type | 2 | MA [
Drying bemperature | 3 | NGA e
63 | Shielding Gas fas8
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07. | Base Metal Preparation Cracks, Notches, Mill scabe, Grease, Paint, Rust etc., which affected
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7.1 | Joint design Details N.A.
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17. | Rectfication of weld defect
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