WELDING PROCEDURE
= SPECIFICATION SHEET

ARJIT TRADERS ( W:P. S- S-)

Name of Project- “Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur
Dhai Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow
Division.”

Name of the Work- Fabrication of 02x56.0m Clear Span R.O.B. Bow String Steel Girder Bridge

Drawing No.- RDSO/B-10428

No. of Span/Girder- 02x56.0m Span R.0.B. Bow String Steel Girder Bridge

Total Approximate Tonnage Involved- 1400 MT

Name of the Contractor- M/s R&C Infra Engineers Pvt. Ltd., Lucknow

Client- National Highways Authority of India (NHAI)

Inspection Authority- RDSO, Lucknow & Northern Railway, Lucknow Division

Fabrication Agency- M/s ARJIT TRADERS. Lucknow.

Add. of Fabrication Agency- Khasra No. 844, Kali Paschim, Near SGPGI, Raebarcli Road, Lucknow,
Uttar Pradesh-226301

Prepared by
M/s Arjit Traders
19-20A, SARVODAYA NAGAR
AWADHPURI, Lucknow, U. P. - 226016 -
INDIA Sr. Divisional Engineer /VI

Northern Railw




WELDING PROCEDURE SPECIFICATION SHEET

(W.P.SS.)
A M/s ARJIT TRADERS
ﬂaﬂ\g" Head Office-

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016

Factorvy Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

Fabrication, Supply, Transportation, Site Assemblv, Field Weldin Erection & Launching of 2x56.0m S

Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai

Station near Unchahar Ra!lwav Station on Unchahar-Unnao Section,

Northern Railway, Lucknow Division.”

Welding Procedure Specification No. : ARJIT/R&C/NR-LKO/2x56.0m/BSG/Unchahar/WPSs/01
Drawing No. : RDSO/B-10428/1
1.0Weld loint Description : Fillet-Bottom Long Beam
1.1Base Metal : Grade: IS: 2062, E350B0- Fully Killed and Normalized &
Base Metal Thickness (25x20)mm
1.2Welding Process : SAW
1.3Welding Position : Flat
1.4Weld Location : Workshop
1.5Weld Size i 10mm
1.6Welding Consumable : ,
a) Electrode Wire : Class: W2 of IRS M-39 2001, Copper Coated Mild Steel
Wire Dia. 4mm
b) Drying Method 3 N/A
c) Flux Class : F2 as per IRS M-39 2001
d) Type § Agglomerated
e) Drying Method j As per manufacturer’s recommendation
f) Shielding Gas ; N/A
1.7Base Metal Preparation : Material to be cut straight & square by controlled gas
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Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.
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ARJIT TRADERS

WELDING PROCEDURE SPECIFICATION SHEET

Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

(W.P.S.S.)
M/s ARJIT TRADERS

Head Office-
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016

Factory Address-

Fabrication, Suppl

Transportation, Site Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow String

Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM, 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

Sketch Showing arrangements of Parts, Weld Details
As per IS: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-

1.8Joint Design Details
1.9Joint Preparation

1.10 Welding Current
1.11 Welder Qualification

2001 & 15:9595-20
Type, DC, Polarity: Reverse

SAW As per IS: 7310 (Part-1)-1974, 1S: 7307 (Part-1)-1974

1.12 Welding Parameters & Technique (As Below)-

Weld | Electrode/f Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr./ min.) | Stick Out | (Ltr./ min.)
No. (mm) {Volts) /min.) (mm)

1 2 3 4 5 b 7 8
1 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
2 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
3 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
4 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
1.13 Provision of Run-on & Run-off tabs 3 Yes
1.14Cleaning of weld bead before laying of next weld bead ; N/A
1.15Root preparation before welding other side of groove weld - N/A
1.16 Pre-heating & Interpass temperature 100-150°C
1.17 Peening : N/A
1.18 Post weld treatment : N/A
1.19 Rectification of weld defect ; By Grinding of the defective weld
And rectifying the weld as per
Cl. 32.2 of IS: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting
D.P. Test
1.20 Inspection of weld Visual, D.P. Test & Macro Etching,
Weld Size and weld profile.
1.21 Any other relevant detail : N/A
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WELDING PROCEDURE SPECIFICATION SHEET
A (W.P.S.S.)
M/s ARJIT TRADERS
"a.gv Head Office-
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
ARJIT TRADERS Factory Address-

Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

i Field Welding, Erection & Launching of 2x56.0m Span Bow Strin
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

Welding Procedure Specification No.

Drawing No.
1.0Weld Joint Description
1.1Base Metal

AR.IIT[R&C/NR—LKU/ZKSG.Om;’BSG;’Unchahar}’WPSS;"OZ
RDSO/B-10428/1

Fillet-Arch Beam

Grade: I5: 2062, E350B0- Fully Killed and Normalized &
Base Metal Thickness (28x28)mm

1.2Welding Process SAW
1.3Welding Position Flat
1.4Weld Location Workshop
1.5Weld Size 10mm

1.6Welding Consumable

a) Electrode Wire Class: W2 of IRS M-39 2001, Copper Coated Mild Steel
Wire Dia. 4mm

b) Drying Method N/A

c) Flux Class F2 as per IRS M-39 2001

d) Type Agglomerated

e) Drying Method As per manufacturer’'s recommendation

f) Shielding Gas N/A

1.7Base Metal Preparation

Material to be cut straight & square by controlled gas
Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.
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ARJIT TRADERS

WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S.)
M/s ARJIT TRADERS
Head Office-

Factory Address-

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016

Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road., Lucknow, UP-226301

Fabrication. Supply, Transportation. Site Assembly. Field Weldin Erection & Launching of 2x56.0m Span Bow Strin

Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai

40 Section, Northern Railway, Lucknow Division.”

Station near Unchahar Railway Station on Unchahar-Unn 5 Yy

1.8Joint Design Details
1.9Joint Preparation

1.10 Welding Current

1.11 Welder Qualification

Sketch Showing arrangements of Parts, Weld Details
As per IS: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-
2001 & 15: 9595-20

Type, DC, Polarity: Reverse
SAW As per IS: 7310 (Part-1)-1974, IS: 7307 (Part-1)-1974

|

1.12 Welding Parameters & Technique (As Below)-
Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass | Wire Dia. (Amp.) Voltage Speed (mtr. | (mtr./ min.) | StickOut | (Ltr./min.) H
No. (mm) (Volts) /min.) (mm)
1 2 3 4q 5 6 7 3
1 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A |
2 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
3 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
4 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
1.13 Provision of Run-on & Run-off tabs Yes |
1.14 Cleaning of weld bead before laying of next weld bead N/A
1.15 Root preparation before welding other side of groove weld N/A
1.16 Pre-heating & Interpass temperature 100-150°C
1.17 Peening N/A Iq
1.18 Post weld treatment N/A

1.19 Rectification of weld defect

1.20 Inspection of weld

1.21 Any other relevant detail

By Grinding of the defective weld
And rectifying the weld as per

Cl. 32.2 of IS: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting

D.P. Test

Visual, D.P. Test & Macro Etching, q
Weld Size and weld profile.

N/A
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WELDING PROCEDURE SPECIFICATION SHEET
(W.P.S.S)
A M/s ARJIT TRADERS
Qg' Head Office-
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
ARJIT TRADERS Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Racebareli Road, Lucknow, UP-226301

Fabrication, Supply, Transportation, Site Assemblv, Field Welding, Erection & Launching of 2x56.0m Span Bow Strin
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

Welding Procedure Specification No. : ARJIT/R&C/NR-LKO/2x56.0m/BSG/Unchahar/WPsS/03 ||
Drawing No. X RDSO/B-10428/1
1.0Weld Joint Description : Fillet-Hanger
1.1Base Metal ! Grade: IS: 2062, E350B0- Fully Killed and Normalized &
Base Metal Thickness (25x28)mm
1.2Welding Process : SAW
1.3Welding Position : Flat
1.4Weld Location : Workshaop
1.5Weld Size : 10mm
1.6Welding Consumable :
a) Electrode Wire : Class: W2 of IRS M-39 2001, Copper Coated Mild Steel
Wire Dia. 4mm
b) Drying Method : N/A
c) Flux Class ; F2 as per IRS M-39 2001
d) Type : Agglomerated
e) Drying Method : As per manufacturer's recommendation
f) Shielding Gas : N/A
1.7Base Metal Preparation : Material to be cut straight & square by controlled gas
Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,

Rust etc. which may affect weld quality.
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WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S.)

M/s ARJIT TRADERS
Head Office-
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016

Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM.

Iv, Transportation, Site Assembl

Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern

Field Weldin

1.8loint Design Details
1.9Joint Preparation

1.10 Welding Current
1.11 Welder Qualification

Erection & Launching of 2x56.0m Span Bow Strin
74/2-3 Between Unchahar-Jalalpur Dhaj

Railway, Lucknow Division.”

Sketch Showing arrangements of Parts, Weld Details
As per 1S: 4353-1995, CL—?, IRS B1-2001, CL-17 & WBC-
2001 & IS: 9595-20

Type, DC, Polarity: Reverse
SAW As per IS: 7310 (Part-1)-1974, IS: 7307 (Part-1)-1974

1.12 Welding Parameters & Technique (As Below)-

Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr./ min.) | StickQut | (Ltr./ min.)
No. (mm) (Volts) /min.) (mm)

1 2 3 % 5 6 7 8
1 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
2 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
3 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
4 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A

1.13 Provision of Run-on & Run-off tabs Yes

1.14 Cleaning of weld bead before laying of next weld bead N/A

1.15Root preparation before welding other side of groove weld N/A

1.16 Pre-heating & Interpass temperature 100-150°C

1.17 Peening N/A

1.18 Post weld treatment N/A

1.19 Rectification of weld defect

1.20 Inspection of weld

1.21 Any other relevant detail

By Grinding of the defective weld
And rectifying the weld as per

Cl. 32.2 of 1S: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting

D.P

. Test

Visual, D.P. Test & Macro Etching,
Weld Size and weld profile.
N/A
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ARJIT TRADERS

WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S.)
M/s ARJIT TRADERS
Head Office-
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016

Factory Address-

Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

Eabrication, Supply, Transportation, Site Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow String

Steel Girder for Project-*“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai

Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

Welding Procedure Specification No.

Drawing No.

RDSO/B-10428/9

1.0Weld Joint Description : Fillet-Hanger
: Grade: IS: 2062, E350B0- Fully Killed and Normalized &
Base Metal Thickness (25x28)mm

1.1Base Metal

1.2Welding Process
1.3Welding Position
1.4Weld Location

1.5Weld Size

SAW

Flat
Workshop
16mm

1.6Welding Consumable

a) Electrode Wire

b) Drying Method

¢) FluxClass

d) Type

e) Drying Method

f) Shielding Gas
1.7Base Metal Preparation

ARJIT/R&C/NR-LKO/2x56.0m/BSG/Unchahar/WPSS/04

Class: W2 of IRS M-39 2001, Copper Coated Mild Steel

Wire Dia. 4mm

N/A

F2 as per IRS M-38 2001
Agglomerated

As per manufacturer’s recommendation

N/A

Cutting machine, Edge prepar.

Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.
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ARJIT TRADERS

WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S)

M/s ARJIT TRADERS

Head Office-

Factorv Address-

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016

Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

Fabrication, Suppl

Transportation, Site Assembl

. Field Weldin

Erection & Launching of 2x56.0m Span Bow Strin

Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai

Station near Unchahar Railway Station on lJnchahar Unnao Section, Northern Railway, Lucknow Division.”

1.8Jgint Design Details

1.8Joint Preparation

1.10 Welding Current

1.11 Welder Qualification

Sketch Showing arrangements of Parts, Weld Details
As per |S: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-
2001 & 15: 9595-20

Type, DC, Polarity: Reverse
SAW As per IS: 7310 (Part-1)-1974, 1S: 7307 (Part-1)-1974

1.12 Welding Parameters & Technigue (As Below)-

Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr./ min.) | Stick Out | (Ltr./ min.)
No. (mm) {Vaolts) /min.) (mm)

1 2 3 4 3 b 7 8
1 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
2 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
3 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
4 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A

1.13 Provision of Run-on & Run-off tabs Yes

1.14 Cleaning of weld bead before laying of next weld bead N/A

1.15 Root preparation before welding other side of groove weld N/A

1.16 Pre-heating & Interpass temperature 100-150°C

1.17 Peening N/A

1.18 Post weld treatment N/A

1.19 Rectification of weld defect

1.20 Inspection of weld

1.21 Any other relevant detail

By Grinding of the defective weld
And rectifying the weld as per

Cl. 32.2 of IS: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting

D.P. Test
Visual, D.P. Test & Macro Etching,
Weld Size and weld profile.

Hodjo Sﬁ@ﬂ"ﬂ Tq 7To
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WELDING PROCEDURE SPECIFICATION SHEET
(W.P.S.8.)
A MJs ARJIT TRADERS
;.:g" Head Office-
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
ARJIT TRADERS Euctory-Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301
Eabrication, Supply, Transportation. Site Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow String
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway. Lucknow Division.”
Welding Procedure Specification No. : ARJIT/R&C/NR-LKO/2x56.0m/B5G/Unchahar/WPSS/05
Drawing No. § RDSO/B-10428/1
1.0Weld Joint Description : Fillet-Top Tie Beam
1.1Base Metal : Grade: IS: 2062, E350B0- Fully Killed and Normalized &
Base Metal Thickness (20x20)mm
1.2Welding Process 4 SAW
1.3Welding Position : Flat
1.4Weld Location ; Workshop |I
1.5Weld Size 2 8mm
1.6Welding Consumable :
a) Electrode Wire : Class: W2 of IRS M-39 2001, Copper Coated Mild Steel
Wire Dia. 4mm
b) Drying Method : N/A
¢) Flux Class ; F2 as per IRS M-39 2001
d) Type ; Agglomerated
e) Drying Method : As per manufacturer's recommendation
f) Shielding Gas : N/A
1.7Base Metal Preparation 1 Material to be cut straight & square by controlled gas

Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.
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ARJIT TRADERS

Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S.)
M/s ARJIT TRADERS
Head Office-
19-20A, SARVODAYA NAGARAWADHPURIL, Lucknow, UP+ 226016
Factory Address-

Fabrication, Su

Transportation. Site Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow String

Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai

Station near Unchahar Railway Station on Unchah
1.8loint Design Details
1.9Joint Preparation

1.10 Welding Current
1.11 Welder Qualification

a0 Section, Northern Railway, Lucknow Division.”
Sketch Showing arrangements of Parts, Weld Details

As per IS: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-
2001 & 15: 9595-20

Type, DC, Polarity: Reverse

SAW As per IS: 7310 (Part-1)-1974, IS: 7307 (Part-1)-1974

ar-Unn

1.12 Welding Parameters & Technique

(As Below)-

Weld | Electrodef Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. {mtr./ min.) | StickOut | (Ltr./ min.)
Na. (mm) (Volts) /min.) (mm)

1 2 3 q 5 b 7 8
1 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
2 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
3 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
4 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A

1.13 Provision of Run-on & Run-off tabs Yes

1.14 Cleaning of weld bead before laying of next weld bead N/A

1.15Root preparation before welding other side of groove weld N/A

1.16 Pre-heating & Interpass temperature 100-150°C

1.17 Peening N/A

1.18 Post weld treatment N/A

1.19 Rectification of weld defect

1.20 Inspection of weld

1.21 Any other relevant detail

By Grinding of the defective weld
And rectifying the weld as per

Cl. 32.2 of IS: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting

D.P. Test

Visual, D.P. Test & Macro Etching,
Weld Size and weld profile.

N/A
Hodfo mﬁ@g Tg THTo

Asstt. Reseafch Officer/M&C
R ﬁm/M.lnisfry of Railways
[o3foHTo¥o, &&T% /R.D.S O., Lucknow

Sr. Divisional Engineer/VI

Northern Railway, Lucknow
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WELDING PROCEDURE SPECIFICATION SHEET
(W.P.SS)

M/s ARJIT TRADERS
Head Office- |

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
ARJIT TRADERS Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301
Eabrication, Supply. Transportation, Site Assembly, Field Welding, Erection & Liunchmg of 2x56.0m Span Bow String
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar- -Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Rallwav. Lucknow Division.”

Welding Procedure Specification No.

Drawing No.
1.0Weld Joint Description
1.1Base Metal

1.2Welding Process

1.3Welding Position

1.4Weld Location

1.5Weld Size

1.6Welding Consumable
a) Electrode Wire

b) Drying Method

¢) Flux Class

d) Type

e) Drying Method

f) Shielding Gas
1.7Base Metal Preparation

ARJIT/R&C/NR- LKO/ZXSB 0m/BSG/Unchahar/WPSS/06
RDSQO/B-10428/1

Fillet-Top Diagonal Tie Beam

Grade: IS: 2062, E350B0- Fully Killed and Normalized &
Base Metal Thickness (25x25)mm

SAW

Flat

Workshop

10mm

Class: W2 of IRS M-39 2001, Copper Coated Mild Steel
Wire Dia. 4mm

N/A

F2 as per IRS M-39 2001

Agglomerated

As per manufacturer’'s recommendation

N/A

Material to be cut straight & square by controlled gas

Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.

e 445
400

1 /0N ALL FOUR
T% CORNERS
L

29 NCLQ L | 29

500
450

Hodfo 3Tfe Tq o

Asstt. Resedfch Officer/M&C

e W/Mlmsrry of Railways
fo3{oHT0%o, FETH /R.D.S 0., Lucknow

i (TOP DIAGONAL TE BEAM)
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WELDING PROCEDURE SPECIFICATION SHEET

(W.PSS)
A M/s ARJIT TRADERS
Qg* Head Office-

ARJIT TRADERS Factory Address-

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016

Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

Fabrication, Supply, Transportation, Site Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow String

Steel Girder for Project-*Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai

Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

1.8Joint Design Details : Sketch Showing arrangements of Parts, Weld Details

1.9Joint Preparation : As per 1S: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-
2001 & IS: 9595-20

1.10 Welding Current : Type, DC, Polarity: Reverse

1.11 Welder Qualification : SAW As per IS: 7310 (Part-1)-1974, 1S: 7307 (Part-1)-1974

1.12 Welding Parameters & Technique - (As Below)-

Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr./ min.) | StickQut | (Ltr./ min.)
No. (mm) (Volts) /min.) {mm)

1 2 3 4 5 6 7 8
1 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
2 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
3 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
4 4.0 500-550 28-32 16-1.8 0.40-0.45 10-15 N/A

1.13 Provision of Run-on & Run-off tabs Yes

1.14 Cleaning of weld bead before laying of next weld bead N/A

1.15 Root preparation before welding other side of groove weld N/A

1.16 Pre-heating & Interpass temperature 100-150°C

1.17 Peening N/A

1.18 Post weld treatment N/A

1.19 Rectification of weld defect

1.20 Inspection of weld

1.21 Any other relevant detail

By Grinding of the defective weld
And rectifying the weld as per

Cl. 32.2 of 15: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting

D.P. Test

Visual, D.P. Test & Macro Etching,
Weld Size and weld profile.

N/A

Hodlo aTfen Tg 9o

Asstt. Reseafch Officer/M&C

X W/Mlnisiry of Railways
lodfoHTo%o, &% /R.D.S 0., Lucknow

XQ_&-—&—

Sr. Divisional Engineer /VI
Northern Railway, Lucknow




WELDING PROCEDURE SPECIFICATION SHEET
(W.P.S.S)
M/s ARJIT TRADERS
,\-gg’ Head OfTice-
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
ARJIT TRADERS Factorv Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301
Fabrication, Supply, Transportation. Site Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow Strin

Steel Girder for Project-*Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai

Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

Welding Procedure Specification No.
Drawing No.

1.0Weld Joint Description

1.1Base Metal

1.2Welding Process

1.3Welding Position

1.4Weld Location

1.5Weld Size

1.6Welding Consumable
a) Electrode Wire

b) Drying Method

¢) FluxClass

d) Type

e) Drying Method

f) Shielding Gas
1.7Base Metal Preparation

700 TO 1132

FROM

C
~

ARIES

[

v

ARJIT/R&C/NR-LKO/2x56.0m/BSG/Unchahar/WPS5/07
RDSO/B-10428/6

Fillet-Int. Bottom Cross Beam

Grade: IS: 2062, E350B0 Fully Killed and Normalized & Base
Metal Thickness (20x16)mm

SAW

Flat

Workshop

10mm

Class: W2 of IRS M-39 2001, Copper Coated Mild Steel |
Wire Dia. 4mm

N/A

F2 as per IRS M-39 2001

Agglomerated

As per manufacturer’s recommendation

N/A

Material to be cut straight & square by controlled gas
Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality. |I

y
I
5 |
Q| ]
A 2] 4_—_JF
NN
| ON ALL FOUR ‘I
CORNERS
‘i 6 1 6 HodTo arﬁﬁa‘@. Tg o
= Asstl. Reseafch Officer/M&C
16 | s
o0
N
o i--;m_x\, iR \i\\‘il A ; = 8 s o
I 550 [ brr Dj\‘iSiOfla? Engingler /v
i A © vorthern Railway, Lugknow
' 3 3 il
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ARJIT TRADERS

(W.P.

)

M/s ARJIT TRADERS
Head Office-
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
Factory Address-

WELDING PROCEDURE SPECIFICATION SHEET

Khasra No. 844 Kali Paschim Near SGPGI, Racbareli Road, Lucknow, UP-226301

|

Eabrication, Supply. Transportation, Site Assembly, Field Welding, Erection & Launching of 2x36.0m Span Bow String

Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unn

1.8Joint Design Details

1.9Joint Preparation

1.10 Welding Current
1.11 Welder Qualification

ao Section, Northern Railway, Lucknow Division.”
Sketch Showing arrangements of Parts, Weld Details
As per IS: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-
2001 & 15: 9595-20
Type, DC, Polarity: Reverse
SAW As per IS: 7310 (Part-1)-1974, IS: 7307 (Part-1)-1974

1.12 Welding Parameters & Technigue (As Below)-

Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr./ min.) | StickQut | (Ltr./ min.)
No. {mm) (Volts) /min.) {mm)

1 2 3 4 5 6 7 8
1 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
2 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
3 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
4 4.0 500-550 28-32 16-18 0.40-0.45 10-15 N/A

1.13 Provision of Run-on & Run-off tabs Yes

1.14 Cleaning of weld bead before laying of next weld bead N/A

1.15Root preparation before welding other side of groove weld N/A

1.16 Pre-heating & Interpass temperature 100-150°C

1.17 Peening N/A

1.18 Post weld treatment N/A

1.19 Rectification of weld defect

1.20 Inspection of weld

1.21 Any other relevant detail

By Grinding of the defective weld
And rectifying the weld as per

Cl. 32.2 of I5: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting

D.P. Test

Visual, D.P. Test & Macro Etching,
Weld Size and weld profile.

N/A

Hodfo sﬁﬁmﬁ g ITo

Asstt. Reseafch Officer/M&C
ke W/Mlnistry of Railways
[oSfoHToHo, &% /R.D.S 0., Lucknow

Xg«

Sr. Divisional Engineer /VI
Northern Railway, lL.ucknow




WELDING PROCEDURE SPECIFICATION SHEET
(W.P.S.S.)

M/s ARJIT TRADERS
‘% Head Office-

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
ARJIT TRADERS Factorv Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301
Fabrication. Supply, Transportation, Site Assembly. Field Welding. Erection & Launching of 2x56.0m Span Bow String
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railwav Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

Welding Procedure Specification No. : ARJIT/R&C/NR-LKO/2x56.0m/BSG/Unchahar/WPSS/08
Drawing No. : RDSO/B-10428/6
1.0Weld Joint Description : Fillet-Int. Bottom Cross Beam
1.1Base Metal 2 Grade: IS: 2062, E350B0 Fully Killed and Normalized & Base
Metal Thickness (28x16)mm
1.2Welding Process : SAW |I
1.3Welding Position - Flat
1.4Weld Location 2 Workshop
1.5Weld Size i 10mm
1.6Welding Consumable : ||
a) Electrode Wire : Class: W2 of IRS M-39 2001, Copper Coated Mild Steel
Wire Dia. 4mm
b) Drying Method : N/A
¢) Flux Class i F2 as per IRS M-39 2001
Il d) Type § Agglomerated II
e) Drying Method ! As per manufacturer’s recommendation
f) Shielding Gas : N/A
1.7Base Metal Preparation F Material to be cut straight & square by controlled gas
Cutting machine, Edge preparaticn to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned, |
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.
390 i
o
(N 19 i o
= | MIR
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Y i |
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l| 6 ] 6 Hodfo 3Ifen Uq qTo
i e Asstt. Reseafch Officer/M&C
o | & WA/ Ministry of Railways
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WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S.)
A M/s ARJIT TRADERS
;g' Head Office-

19-20A, SARVODAYA NAGARAWADHPURIL Lucknow, UP- 226016

Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Racbareli Road, Lucknow, UP-226301

ARJIT TRADERS

Fabrication, Supply, Transportation, Site Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow String
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai

Station near Unchahar Railway Station on Unchahar Unnao Section. Northern Railway, Lucknow Division.”
1.8Joint Design Details Sketch Showing arrangements of Parts, Weld Details
1.9Joint Preparation As per 1S: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-

2001 & IS: 9595-20

Type, DC, Polarity: Reverse

SAW As per 1S: 7310 (Part-1)-1974, 1S: 7307 (Part-1)-1974

1.10 Welding Current
1.11 Welder Qualification

1.12 Welding Parameters & Technique

(As Below)-

Weld | Electrode/f Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mitr. (mtr./ min.) | StickOut | (Ltr./min.)
No. {mm) (Volts) /min.) (mm)

1 2 3 4 5 6 7 8
1 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
2 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
3 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
4 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A

1.13 Provision of Run-on & Run-off tabs Yes

1.14 Cleaning of weld bead before laying of next weld bead N/A

1.15 Root preparation before welding other side of groove weld N/A

1.16 Pre-heating & Interpass temperature 100-150°C

1.17 Peening N/A

1.18 Post weld treatment N/A

1.19 Rectification of weld defect

1.20 Inspection of weld

1.21 Any other relevant detail

By Grinding of the defective weld
And rectifying the weld as per

Cl. 32.2 of IS: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting

D.P. Test

Visual, D.P. Test & Macro Etching,
Weld Size and weld profile.

N/A

Hodfo m@ﬂﬁj Tq IT0

Asstt. Reseafdh Officer/M&C
¥ "Elm/MImslry of Railways
[ofoHTowHo, @ /R.D.S O., Lucknow

’e;;:";

Sr. Divisional Engineer /vI
Northern Raily way, Lucknow
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WELDING PROCEDURE SPECIFICATION SHEET

(W.P.

M/s ARJIT

S.S.)
TRADERS

Head Office-

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016

Factory Address-

Steel Girder for Project-“*Construction of ROB (6-Lane) at Railway

Drawing No.

1.1Base Metal

1.0Weld Joint Description

1.2Welding Process
1.3Welding Position
1.4Weld Location

1.5Weld Size

b)
c)

d) Type

1.6Welding Consumable

a) Electrode Wire/ Class
Drying Method

Flux Type

e) Shielding Gas

1.7Base Metal Preparation

Welding Procedure Specification No.

Jodfo 3fey

Tq IdTo

el HATE / Ministry of Railways
103f0H0%o, TETH /R.D.S 0., Lucknow

|| Asstt, Reseafch Officer/M&C

Khasra No. 844 Kali Paschim Near SGPGI, Raebareh Road, Lucknow LP-2263I]I

KM. 74/2-3 Between Unchahar-Jalalpur Dhai

Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

ARJIT/R&C/NR-LKO/2x56.0m/BSG/Unchahar/WPSS/9

RDSO/B-10428/6

Fillet Weld- Shear Stud/Welding on Top of the Int. & End

Bottom Cross Beam

Grade: IS: 2062, E350B0 & Shear Stud as per SD1/UF BS EN “

ISO: 13918

Drawn Arc Stud Welding with Ceramic Ferrule Technigue

Downward
Workshop
7 mm

N/A
N/A

The Stud tip shall be supplied with flux in the form of
Refitted aluminum ball with ceramic ferrule

N/A
N/A

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

SHEAR STUD
U 120120 /gt
| \ f/}-zn THK. RC
| y ]ﬂia::\ b '": _
| W ‘
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1201201 20
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Sr. Divisional Engine
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ARJIT TRADERS

WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S.)

M/s ARJIT TRADERS
Head Office-
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
Factory Address-

Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

Fabrication, Supply, Transportation, Si

te Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow String
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalaipur Dhai

Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”
: Sketch Showing arrangements of Parts, Weld Details
As per 1S: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-

1.8Joint Design Details
1.9]Joint Preparation

1.10 Welding Current
1.11 Welder Qualification

2001

& 15: 9555-20

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

1.12 Welding Parameters & Technique (As Below)-
Weld Stud Dia. Current Arc Time Lift (mm) Plunge
Pass {mm) (Amp.) Voltage _
No. (Volts) Second Cycle
1 25 2000 N/A 1.4 &5 0.125 N/A

1.13 Welding Sequence and technique

(As per Sketch)

1.14 Provision of Run-on & Run-off tabs N/A
1.15 Cleaning of weld bead before laying of next weld bead N/A
1.16 Root preparation before welding other side of groove weld N/A
1.17 Pre-heating & Interpass temperature N/A
1.18 Peening N/A
1.19 Post weld treatment N/A

1.20 Rectification of weld defect

1.21 Inspection of weld
1.22 Any other relevant detail

By Grinding of the defective weld

And rectifying the weld as per
Cl. 32.2 of I1S: 9595-96 using B2
Class electrodes of specification
IRS M-28.2 after conducting D.P.

Test

N/A

odjo Ifer

Visual, Ring Test & Bend Test.

Tg XTo

Asstt, Research Officer/M&C
X 3T / Ministry of Railways
fo3foRT0%0, ©I&T% /R.D.S O., Lucknow




WELDING PROCEDURE SPECIFICATION SHEET

A
s

ARJIT TRADERS

M/s ARJIT TRADERS
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016

Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

(W.P.S.S.)

Head Office-

Factory Address-

Fabrication, Supplv. Transportation, Site Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow Strin
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between anhahar—Jalalgur Dhai

Drawing No.
1.0Weld Joint Description
1.1Base Metal

1.2Welding Process

1.3Welding Position

1.4Weld Location

1.5Weld Size

1.6Welding Consumable
a) Electrode Wire

b) Drying Method

c) Flux Class

d) Type

e) Drying Method

f) Shielding Gas
1.7Base Metal Preparation

Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”
Welding Procedure Specification No. :

ARJIT/R&C/NR-LKO/2x56.0m/BSG/Unchahar/WPSS/10
RDSO/B-10428/1

Fillet-End Bottom Cross Beam

Grade: IS: 2062, E350B0- Fully Killed and Normalized &
Base Metal Thickness (25x36)mm

SAW

Flat

Workshop

16mm

Class: W2 of IRS M-39 2001, Copper Coated Mild Stee!
Wire Dia. 4mm

N/A

F2 as per IRS M-39 2001

Agglomerated

As per manufacturer's recommendation

N/A

Material to be cut straight & square by controlled gas
Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.

564

N

M
T
) — U
Ll L
1
o =
‘-.._./Q\-.._/

(=)

™~

628 10 106

l\:\\:'__@m*

© ON ALL FOUR
25 25 || CORNERS
€S

M

A —
-—=DP 10 THK.

( PLATE

Hodlo mﬁa‘vﬁ g ¥dTo

Assil. Reseafch Officer/M&C

| 600 |

e

p——3

xd '/ Mini ilways = § i P i
oot S S O s S E( ,TI O N 5_b Sr. Divisional Engin

Northern Railway, |.u

D BOTTOM CROSS BEAM)

" Page 19 0f 78

dbr v

cow




S

ARJIT TRADERS

WELDING PROCEDURE SPECIFICATION SHEET |I

(W.P.S.S.)
M/s ARJIT TRADERS
Head OfTice-
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
Factory Address-

Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

Fabrication, Supply, Transportation, Site Assembly. Field Welding, Erection & Launching of 2x56.0m Span Bow String

Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai

1.8Joint Design Details
1.9Joint Preparation

1.10 Welding Current
1.11 Welder Qualification

Station near Unchahar Railwav Station on Unchahar-Unnao Section, Northern Railway. Lucknow Division.”
: Sketch Showing arrangements of Parts, Weld Details

As per 1S: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-

2001 & IS: 9595-20
Type, DC, Polarity: Reverse

1.12 Welding Parameters & Technique ; (As Below)-

SAW As per 1S: 7310 (Part-1)-1974, I1S: 7307 (Part-1)-1974

Weld Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr./ min.) | Stick Out | (Ltr./ min.)
No. {mm) (Volts) /min.) (mm)

1 2 3 4 5 6 7 8
1 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
2 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
3 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A
4 4.0 500-550 28-32 1.6-1.8 0.40-0.45 10-15 N/A

1.13 Provision of Run-on & Run-off tabs : Yes

1.14 Cleaning of weld bead before laying of next weld bead : N/A

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

1.16 Pre-heating & Interpass temperature : 100-150°C

1.17 Peening : N/A

1.18 Post weld treatment : N/A

1.19 Rectification of weld defect

1.20 Inspection of weld

1.21 Any other relevant detail

By Grinding of the defective weld
And rectifying the weld as per

Cl. 32.2 of 15: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting

D.P., Test

Visual, D.P. Test & Macro Etching,
Weld Size and weld profile.

N/A

Fodfo Ifex g I}AT0

Asstt. Resedrch Officer/M&C

& HATET / Ministry of Railways
1o3{0HT0%o, FE% /R.D.S O.. Lucknow

XQ;—-—

Sr. Divisional Engineer /VI
Northern Railway, Lucknow
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WELDING PROCEDURE SPECIFICATION SHEET
(W.P.S8.5.)
A M/s ARJIT TRADERS
g ~ Head Office- _
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
ARJIT TRADERS Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road. Lucknow, UP-226301
Fabrication. Supply, Transportation, Site Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow String
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2.3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”
Welding Procedure Specification No. : ARJIT/R&C/NR-LKO/2x56.0m/BSG/Unchahar/WPSS/11
Drawing No. : RDSO/B-10428/5
1.0Weld Joint Description S Fillet — Diaphragm Plate (DP2) in Bottom Long Beam
1.1Base Metal : IS: 2062, E350B0 Fully Killed and Normalized & Base Metal
Thickness (20x25)mm
1.2Welding Process : FCAW
1.3Welding Position z Horizontal & Vertical
1.4Weld Location ; Workshop
1.5Weld Size : 10mm
1.6Welding Consumable :
a) Electrode Wire : Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire
b) Drying Method : N/A
c) Flux Class 1 N/A
d) Type : N/A
e) Drying Method : N/A
f) Shielding Gas : C0O2 99.8% Pure, Absolute Dry and Free from N2 as per IS: |I
307 GR.1
1.7Base Metal Preparation : Material to be cut straight & square by controlled gas
Cutting machine, Edge preparation to be done as per

Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.
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WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S))
A M/s ARJIT TRADERS
'Q‘?’ Head Office-
19-20A, SARYVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
ARJIT TRADERS

Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

Fabrication, Supply, Transportation, Site Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow String
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai

Station near Unchahar Railway Station on Unchahar-linnao Section, Northern Railway, Lucknow Division.”

1.8Joint Design Details
1.9Joint Preparation
2001

1.10 Welding Current
1.11 Welder Qualification

Sketch Showing arrangements of Parts, Weld Details
As per IS: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-

& 1S: 9595-20
Type, DC, Polarity: Reverse
FCAW As per IS: 7310 (Part-1)-1974, 1S: 7307 (Part-1)-1974

1.12 Welding Parameters & Technique (As Below)-

Weld Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr.//min.) | Stick Out | (Ltr. /min.)
No. (mm) {Volts) /min.) {(mm)

1 2 3 4 5 6 7 8
1 1.2 180-270 24-31 8.6 N/A 12 16
2 1.2 180-270 24-31 8.6 N/A 12 16
3 1.2 180-270 24-31 8.6 N/A | 12 16

1.13 Provision of Run-on & Run-off tabs Yes

1.14 Cleaning of weld bead before laying of next weld bead : Yes

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

1.16 Pre-heating & Interpass temperature ; 100-150°C

1.17 Peening 3 N/A

1.18 Post weld treatment : N/A

1.19 Rectification of weld defect : By Grinding of the defective weld

And rectifying the weld as per
Cl. 32.2 of IS: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.

Test

1.20 Inspection of weld Visual, D.P. Test, weld Size & weld
Profile.

1.21 Any other relevant detail : N/A

Hodlo fey TF 370

Asstt, Reseafch Officer/M&C

X HATE / Ministry of Railways
fo3foHTo%Ho, TG /R.D.S O., Lucknow

i

St. Divisional Engf'neer'/VI|
Northern Railway, Lucknow
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ARJIT TRADERS

WELDING PROCEDURE SPECIFICATION SHEET

(W.PS.S)

M/s ARJIT TRADERS
Head Office-

Factorv Address-

19-20A, SARYODAYA NAGARAWADHPURIL, Lucknow, UP- 226016

Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

Fabrication, Supply, Transportation, Site Assembl

Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74

Field Welding, Erection & Launching of 2x56.0m Span Bow Strin
-3 Between Unchahar-Jalalpur Dhai

Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

Welding Procedure Specification No. ARJIT/R&C/NR-LKO/2x56.0m/BSG/Unchahar/WPSS/12

Drawing No.
1.0Weld Joint Description
1.1Base Metal

1.2Welding Process

1.3Welding Position

1.4Weld Location

1.5Weld Size

1.6Welding Consumable
a) Electrode Wire

b) Drying Method
c) FluxClass

d) Type

e) Drying Method
f) Shielding Gas

1.7Base Metal Preparation

RDSO/B-10428/5

Fillet — Diaphragm Plate (DP1) in Bottom Long Beam
1S: 2062, E350B0 Fully Killed and Normalized & Base Metal

Thickness (16x25)mm

FCAW
Horizontal
Workshop
10mm

Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.

& Vertical

1.2mm, FCAW Wire

N/A
N/A
N/A
N/A

CO2 99.8% Pure, Absclute Dry and Free from N2 as per IS:

307 GR.1

Material to be cut straight & square by controlled gas
Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.
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WELDING PROCEDURE SPECIFICATION SHEET
(W.P.S.S)
A M/s ARJIT TRADERS
‘w Head Office-
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
ARJIT TRADERS

Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

Fabrication, Supply, Transportation, Site Assembly, Field Welding. Erection & Launching of 2x56.0m Span Bow Strin
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”
1.Bloint Design Details : Sketch Showing arrangements of Parts, Weld Details
1.9Joint Preparation As per IS: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-

2001
& 15: 9595-20

1.10 Welding Current
1.11 Welder Qualification

Type, DC, Polarity: Rev_erse
FCAW As per IS: 7310 (Part-1)-1974, IS: 7307 (Part-1)-1974

1.19 Rectification of weld defect

1.20 Inspection of weld

1.21 Any other relevant detail

1.12 Welding Parameters & Technique (As Below)-

Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr. /min.) | StickOut | (Ltr./min.)
No. (mm) (Volts) /min.) {mm)

1 2 3 4 5 b 7 8
1 1.2 180-270 24-31 8.6 N/A 12 16
2 1.2 180-270 24-31 8.6 N/A 12 16
3 12 180-270 24-31 8.6 N/A 12 16

1.13 Provision of Run-on & Run-off tabs Yes

1.14 Cleaning of weld bead before laying of next weld bead Yes

1.15 Root preparation before welding other side of groove weld N/A

1.16 Pre-heating & Interpass temperature 100-150°C

1.17 Peening N/A

1.18 Post weld treatment N/A

. By Grinding of the defective weld
And rectifying the weld as per
Cl. 32.2 of IS: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.
Test
Visual, D.P. Test, weld Size & weld
Profile.
N/A

HodTo Jfer Td ¥T0

Asstt, Research Officer/M&C

Xd SATEr / Ministry of Railways
lo3foRToo, T@T% /R.D.S 0., Lucknow

Cy e

po it

Sr. Divisional Engineer/VI
Northern Railway, l.ucknow




)

WELDING PROCEDURE SPECIFICATION S?HEET

s

ARJIT TRADERS

(W.P.S.S.)

M/s ARJIT TRADERS

Head Office-

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 2"61]!6
Facto
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

Address-

Fabrication, Supply, Transportation, Site Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow String

Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

Welding Procedure Specification No.

Drawing No.
1.0Weld Joint Description
1.1Base Metal

1.2Welding Process

1.3Welding Position

1.4Weld Location

1.5Weld Size

1.6Welding Consumable
a) Electrode Wire

b) Drying Method
¢) Flux Class

d) Type

e) Drying Method
f) Shielding Gas

1.7Base Metal Preparation

5

ARJIT/R&C/NR-LKO/2x56.0m/BSG/Unchahar/WPSS/13

RDSO/B-10428/2

Fillet — Diaphragm Plate (DP) in Arch Beam
IS: 2062, E350B0 Fully/Killed and Normalized & Base Metal

Thickness (25x28)mm
FCAW

Horizontal & Vertical
Workshop

10mm

Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.

1.2mm, FCAW Wire
N/A
N/A
N/A
N/A

CO2 99.8% Pure, Absolute Dry and Free from N2 as per IS:

307 GR.1

Material to be cut straight & square by controlled gas
Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.
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Sr. Divisional Engineer/V
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WELDING PROCEDURE SPECIFICATION SHEET

(W.P.SS)
A M/s ARJIT TRADERS :
.hg' Head Office-

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP-226016

Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

ARJIT TRADERS

Fabrication, Supplv. Transportation, Site Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow String
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai

Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

1.8Joint Design Details
1.9Joint Preparation
2001

Sketch Showing arrangements of Parts, Weld Details
As per 15: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-

& 15:9595-20
Type, DC, Polarity: Reverse
FCAW As per 1S: 7310 (Part-1)-1974, 1S: 7307 (Part-1)-1974

1.10 Welding Current
1.11 Welder Qualification

1.12 Welding Parameters & Technigue (As Below)-
Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr. /min.) | Stick Qut | (Ltr./min.)
No. (mm) (Volts) /min.) {mm)
1 2 3 4 5 6 7 a8
1 1.2 180-270 24-31 8.6 N/A 12 16
2 1.2 180-270 24-31 8.6 N/A 12 16
3 1.2 180-270 24-31 8.6 N/A 12 16
1.13 Provision of Run-on & Run-off tabs Yes
1.14 Cleaning of weld bead before laying of next weld bead Yes
1.15Root preparation before welding other side of groove weld N/A
1.16 Pre-heating & Interpass temperature 100-150°C
1.17 Peening N/A
1.18 Post weld treatment N/A

1.19 Rectification of weld defect

1.20 Inspection of weld

1.21 Any other relevant detail

By Grinding of the defective weld
And rectifying the weld as per

Cl. 32.2 of IS: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.
Test

Visual, D.P. Test, weld Size & weld
Profile.

N/A

Hodfo Hﬁﬁmﬁ Qe <lo

Asstt. Reseatch Officer/M&C
el 3T / Ministry of Railways
fosfoHTo%o, o7&% /R.D.S O., Lucknow

Loy

Sr. Divisional Engineer /VI

tharn Ra‘!_i_‘..fq;;\f’r l.ucknow
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WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S.)
& M/s ARJIT TRADERS
"!\g' Head Office-
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016

ARJIT TRADERS

Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

Factory Address-

Fabrication, Suppl

L

ransportation, Site Assembl

Field Welding. Erection & Launching of 2x56.0m Span Bow Strin |I
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai

Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

Welding Procedure Specification No.

Drawing No.
1.0Weld Joint Description
1.1Base Metal

1.2Welding Process

1.3Welding Position

1.4Weld Location

1.5Weld Size

1.6Welding Cansumable
a) Electrode Wire

b) Drying Method
c) Flux Class

d) Type

e) Drying Method
f) Shielding Gas

1.7Base Metal Preparation

Hodlo 3fey TE Idlo

Asstt, Research Officer/M&C

& AT / Ministry of Railways
lo3{oHToWo, T&% /R.D.S O., Lucknow
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SECTION B-B

RDSO/B-10428/9

Fillet — Diaphragm Plate (DP1) in Hanger

IS: 2062, E350B0 Fully Killed and Normalized & Base Metal
Thickness (16x25x28)mm

FCAW ||
Horizontal & Vertical
Workshop

10mm

ARJIT/R&C/NR-LKO/2x56.0m/BSG/Unchahar/WPsS/14 ||

Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire

N/A

N/A

N/A

N/A

C02 99.8% Pure, Absolute Dry and Free from N2 as per [S: ||
307 GR.1

Material to be cut straight & square by controlled gas
Cutting machine, Edge preparation to be done as per
sketch. All Fusion faces and adjacent surfaces are cleaned, |I
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.
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DIAPHRAGM (DP1) 16 MM
THICK WELDED ON

THREE SIDES WITH 10 MM ||
FILLET WELD AS SHOWN
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(W.P.S.S)
A M/s ARJIT TRADERS
’!\?' Head Office-

ARJIT TRADERS Factory Address-

WELDING PROCEDURE SPECIFICATION SHEET

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016

Khasra No. 844 Kali Paschim Near SGPGIL, Raebareli Road, Lucknow, UP-226301

Fabrication, Supply, Transportation, Site Assembl

Field Welding, Erection & Launching of 2x56.0m Span Bow Strin
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai

Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

1.8Joint Design Details
1.8Joint Preparation
2001

& 1S: 9595-20
Type, DC, Polarity: Reverse
FCAW As per IS: 7310 (Part-1)-1974, IS: 7307 (Part-1)-1974

1.10 Welding Current
1.11 Welder Qualification

Sketch Showing arrangements of Parts, Weld Details
As per IS: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-

1.12 Welding Parameters & Technique (As Below)-
Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr. /min.) | StickOut | (Ltr./min.)
No. (mm) (Volts) /min.) (mm)
1 2 3 4 5 6 7 3
1 1.2 180-270 24-31 8.6 N/A 12 16
2 1.2 180-270 24-31 8.6 N/A 12 16
3 1.2 180-270 24-31 8.6 N/A 12 16
1.13 Provision of Run-on & Run-off tabs : Yes
1.14 Cleaning of weld bead before laying of next weld bead : Yes
1.15 Root preparation before welding other side of groove weld : N/A
1.16 Pre-heating & Interpass temperature 100-150°C
1.17 Peening N/A
1.18 Post weld treatment N/A

1.19 Rectification of weld defect

1.20 Inspection of weld

1.21 Any other relevant detail

By Grinding of the defective weld
And rectifying the weld as per

Cl. 32.2 of 15: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.
Test

Visual, D.P. Test, weld Size & weld
Profile.

N/A

Hodjo Sﬂﬁ'ﬁﬂ"ﬁ Tq R-To

Asstt. Reseafch Officer/M&C
e AT / Ministry of Railways
lo3foHTo%o, @ /R.D.S 0., Lucknow

Lo

Sr. Divisional Engineer /VI
Northern Railway, Lucknow
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WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.8)

A M/s ARJIT TRADERS
g’ Head Office-

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016

ARJIT TRADERS Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Racbareli Road, Lucknow, UP-226301
Fabrication. Supply, Transportation, Site Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow Strin
Steel Girder for Project-“Construction of ROB {6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

Welding Procedure Specification No. : ARJIT/R&C/NR-LKO/2x56.0m/BSG/Unchahar/WPSS/16

Drawing No. : RDSO/B-10428/3

1.0Weld Joint Description : Fillet — Diaphragm Plate (DP) in Top Tie Beam
1.1Base Metal : IS: 2062, E350B0 Fully Killed and Normalized & Base Metal
Thickness (10x20)mm
1.2Welding Process : FCAW
1.3Welding Position : Horizontal & Vertical
1.4Weld Location : Workshop
1.5Weld Size ; 8mm
1.6Welding Consumable :
a) Electrode Wire s Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire
b) Drying Method : N/A
c) Flux Class - N/A
d) Type ; N/A
e) Drying Method : N/A
f) Shielding Gas : C0O2 99.8% Pure, Absolute Dry and Free from N2 as per IS:
307 GR.1
1.7Base Metal Preparation : Material to be cut straight & square by controlled gas

Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.
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WELDING PROCEDURE SPECIFICATION SHEET

R (W.P.S.S.)
M/s ARJIT TRADERS
w Head Office-

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, U P- 226016

Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

ARJIT TRADERS

Fabrication, Supply, Transportation, Site Assembly, Field Welding, Erection & L:aunching of 2x56.0m Span Bow String
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

1.8Joint Design Details Sketch Showing arrangements of Parts, Weld Details

1.9Jaint Preparation 4 As per IS: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-
2001
& 15:9595-20
1.10 Welding Current : Type, DC, Polarity: Reverse
1.11 Welder Qualification : FCAW As per IS: 7310 (Part-1)-1974, IS: 7307 (Part-1)-1974
1.12 Welding Parameters & Technique : (As Below)-
Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr. /min.) | Stick Out | (Ltr./min.)
No. (mm) {Volts) /min.) {mm) |

1 2 3 4 5 6 7 8 1

1 1.2 180-270 24-31 8.6 N/A 12 16

2 i s 180-270 24-31 2.6 N/A 12 16

3 1.2 180-270 24-31 8.6 N/A 12 16 ||
1.13 Provision of Run-on & Run-off tabs : Yes
1.14 Cleaning of weld bead before laying of next weld bead ; Yes
1.15Root preparation before welding other side of groove weld / N/A
1.16 Pre-heating & Interpass temperature : 100-150°C
1.17 Peening i N/A
1.18 Post weld treatment 2 N/A
1.19 Rectification of weld defect : By Grinding of the defective weld

And rectifying the weld as per
Cl. 32.2 of IS: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P,

Test
1.20 Inspection of weld : Visual, D.P. Test, weld Size & weld
Profile.
1.21 Any other relevant detail - N/A
HodHo arﬁﬁa‘@ Tq 4qTo i

:;sn. Reseafch Officer/M&C

HATd / Ministry of Railways ) A = H ar’

ctoTose, TSRS O Locknon O+ Dwasuona_! Engineer /VI
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WELDING PROCEDURE SPECIFICATION SHEET
(W.P.S.S.)
A M/s ARJIT TRADERS
Q Head Office- |
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
ARJIT TRADERS Factory Address-
Khasra No. 844 Kali Paschim Near SGPGL, Raebareli Road, Lucknow. UP-226301

Fabrication, Su

Transportation, Site Assembly, Field Weldin
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between UnchaharJalalnur Dhai

Erection & Launching of 2x56.0m Span Bow Strin

Station near Unchahar Railway Station on Unchahar-Unnau Section, Northern Rallwav, Lucknow Division.”

Welding Procedure Specification No.
Drawing No.

1.0Weld Joint Description

1.1Base Metal

1.2Welding Process
1.3Welding Position
1.4Weld Location
1.5Weld Size
1.6Welding Consumable
a) Electrode Wire

rl b) Drying Method
c) FluxClass

d) Type

e) Drying Method

f) Shielding Gas

1.7Base Metal Preparation

N A e o
L“-_._";"'._I“"-_]

ARJIT/R&C/NR-LKO/2x56. |0m/BSG/Unchahar/WPSS/16
RDSO/B-10428/3

Fillet — Diaphragm Plate (DP) in Top Diagonal Tie Beam

IS: 2062, E350B0 Fully Killed and Normalized & Base Metal
Thickness (10x25)mm

FCAW

Horizontal & Vertical

Warkshop

dmm

Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire

N/A

N/A

N/A

N/A

CO2 99.8% Pure, Absolute Dry and Free from N2 as per IS:
307 GR.1

Material to be cut straight & square by controlled gas
Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.

T

i,
) |
N\ DAPHRAGM 10mmm THK.

& 8mm WELD

—

Hodlo aﬁﬁmﬁ g T4To

Asstl. Reseach Officer/M&C
el HTer,/ Ministry of Railways
lo8foHToWo, eT@+% /R.D.S O., Lucknow

Sr. Dwmonal Engineer /VI
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ARJIT TRADERS

WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S))

M/s ARJIT TRADERS
Head Office-
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
Factory Address-

Road, Lucknow, UP-226301

Fabrication, Su

Steel Girder for Project-

Station near Unchahar Railway Station on

Khasra No. 844 Kali Paschim Near §
ortation, Site Assembl
“Construction_of ROB (6-Lane) at Railway

GPGI, Raebareli
Field Weldin

U

1.8Joint Design Details
1.9Joint Preparation

2001

1.10 Welding Current
1.11 Welder Qualification

nchahar-Unn

Erection & Launching of 2x56.0m Span Bow Strin
KM. 74/2-3 Between Unchahar-Jalalpur Dhai
ao Section, Northern Ra

ilway, Lucknow Division.”

Sketch Showing arrangements of Parts, Weld Details
As per IS: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-

& 15:9595-20

Type, DC, Polarity: Reverse
FCAW As per IS: 7310 (Part-1)-1974, IS: 7307 (Part-1)-1974

1.12 Welding Parameters & Technique (As Below)-

Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mir. (mtr. /min.) | StickOut | (Ltr. Jmin.)
No. {mm) (Volts) /min.) {mm)

1 2 3 4 5 6 7 8
1 1.2 180-270 24-31 8.6 N/A 12 16
2 12 180-270 24-31 8.6 N/A 12 16
3 1.2 180-270 24-31 8.6 N/A 12 16

1.13 Provision of Run-on & Run-off tabs

1.14 Cleaning of weld bead before laying of next weld bead
1.15 Root preparation before welding other side of groove weld
1.16 Pre-heating & Interpass temperature

1.17 Peening

1.18 Post weld treatment
1.19 Rectification of weld defect

1.20 Inspection of weld

1.21 Any other relevant detail

Yes
Yes
N/A
100-150°C
N/A
N/A

By Grinding of the defective weld
And rectifying the weld as per

Cl. 32.2 of 15: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.

Test

Visual, D.P. Test, weld Size & weld

Profile.
N/A

HodTo mﬁa@ Tg I ro

Asstt, Research Officer/M&C

|

X HATerd / Ministry of Railways
fodfoHToto, &% /R.D.S O., Lucknow

— NI
gr. Divisional Engineer /VI

Morthern
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WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S.)

M/s ARJIT TRADERS
Head Office-
19-20A. SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016

Factorv Address-
GPGI, Racbareli Road, Lucknow, UP-226301

ARJIT TRADERS

Khasra No. 844 Kali Paschim Near 8
ortation, Site Assembl

Field Weldin

Erection & Launching of 2x56.0m Span Bow Strin

Steel Girder for Project-

Station near Unchahar Railway Station on Unchahar-
Welding Procedure Specification No. ;
Drawing No.
1.0Weld Joint Description
1.1Base Metal

1.2Welding Process

1.3Welding Position

1.4Weld Location

1.5Weld Size

1.6Welding Consumable
a) Electrode Wire

Drying Method
Flux Class
Type

Drying Method
Shielding Gas

1.7Base Metal Preparation

i :
DETAILS

OF SPLICE - ELEVATION

Unnao Section, Northern Railway, Lucknow Division.”
ARJIT/R&C/NR-LKO/2x56.0m/BSG/Unchahar/WPSS/17
RDSO/B-10428/5
Fillet — Top & Bottom Splice Plate in Bottom Long Beam
1S: 2062, E350B0 Fully Killed and Normalized & Base Metal
Thickness (25x20)mm
FCAW
Horizontal, Vertical & Overhead
Field
18mm

Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire

N/A

N/A

N/A

N/A

CO2 99.8% Pure, Absolute Dry and Free from N2 as per IS:
307 GR.1 ,
Material to be cut straight & square by controlled gas
Cutting machine, Edge preparation to be done as per
sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.

e’.\ﬁ\ o

e
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Asstl. Reseafch Officer/M&C
HHATed / Ministry of Railways
lo§foHToWo, eT@% /R.D.S 0., Lucknow

H

t_ﬁ—;ﬂ-

—

Sr. Divisional Engineer/
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WELDING PROCEDURE SPECIFICATION SHEET
(W.P.S.S.)

M/s ARJIT TRADERS
w Head Office- _
19-20A, SARVODAY A NAGA RAWADHPURI, Lucknow. UP- 226016

Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Racbareli Road, Lucknow, UP-226301

Fabrication. Supply, Transportation. Site Assembly, Field Welding, Erection & Launchmg of 2x56.0m Span Bow String
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar- Unnao Section, Northern Railway, Lucknow Division.”

ARJIT TRADERS

1.8Joint Design Details : Sketch Showing arrangements of Parts, Weld Details
1.9Joint Preparation i As per IS: 4353-1995, CL-7, IRS B1- 2001, CL-17 & WBC-
2001
& 15:9595-20
1.10 Welding Current : Type, DC, Polarity: Reverse
1.11 Welder Qualification : FCAW As per IS: 7310 (Part-1)-1974, 1S: 7307 (Part-1)-1974
1.12 Welding Parameters & Technique : (As Below)-
weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr. /min.) | StickOut | (Ltr. /min.)
No. (mm) (Volts) fmin.} {mm)

1 2 3 4 5 6 7 3

1 1.2 180-270 24-31 8.6 N/A 12 16 ||

2 1.2 180-270 24-31 8.6 N/A 12 16

3 1.2 180-270 24-31 8.6 N/A 12 16

a 12 180-270 24-31 8.6 N/A 12 16 ||
1.13 Provision of Run-on & Run-off tabs : Yes “
1.14 Cleaning of weld bead before laying of next weld bead ; Yes
1.15 Root preparation before welding other side of groove weld : N/A
1.16 Pre-heating & Interpass temperature : 100-150°C
1.17 Peening : N/A
1.18 Post weld treatment : N/A
1.19 Rectification of weld defect : By Grinding of the defective weld

And rectifying the weld as per
Cl. 32.2 of IS: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.

Test
1.20 Inspection of weld : Visual, D.P. Test, weld Size & weld
Profile.
1.21 Any other relevant detail : N/A
Iodfo 3IfeN vq To
Asstt. Resa-a/ h Officer/M&C
X HATeR / Ministry of Railways

lo3oHToWo, TGTE /R.D.S O., Lucknow

| e, o ||

—

: Dmszonal Engineer/VI J
{orthern Railway, Lucknow ‘
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WELDING PROCEDURE SPECIFICATION SHEET

(W.P.SS)
A M/s ARJIT TRADERS
Q Head Office-

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Racbareli Road, Lucknow, UP-226301
Fabrication, Supply, Transportation, Site Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow String
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM, 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

ARJIT TRADERS

Welding Pracedure Specification No. : ARJITIR&CINR—LKO!ZxSB;Dm]BSG}UnchaharfWPSS/lS
Drawing No. i RDSO/B-10428/5
1.0Weld Joint Description : Fillet — Side Splice Plate in Bottom Long Beam
1.1Base Metal z IS: 2062, E350B0 Fully Killed and Normalized & Base Metal
Thickness (25x32)mm
1.2Welding Process s FCAW
1.3Welding Paosition : Horizontal, Vertical & Overhead
1.4Weld Location : Field
1.5Weld Size : 22mm
1.6Welding Consumable :
a) Electrode Wire : Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire
b) Drying Method : N/A
c) Flux Class : N/A
d) Type g N/A
e) Drying Method : N/A
f) Shielding Gas : CO2 99.8% Pure, Absolute Dry and Free from N2 as per IS:
i 307 GR.1
1.7Base Metal Preparation : Material to be cut straight & square by controlled gas

Cutting machine, Edge preparation to be done as per
sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free fram cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.

i b 45 . Sy
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i
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e T it %@ #ATed / Ministry of Railways

2 030HTo¥o, TETE /R.D.S 0., Lucknow

:‘ 3 | %,—“L‘a

' Thee— ] ¥y Sr. Divisi Engi '

e =N or. Divisional Engineer /V
Northern Railway, L.ucknow




WELDING PROCEDURE SPECIFICATION SHEET

(W.PS.S.)
A M/s ARJIT TRADERS
g Head Office-

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016

Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

Fabrication. Su Transportation, Site Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow String
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railwav Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

ARJIT TRADERS

1.8Joint Design Details : Sketch Showing arrangements of Parts, Weld Details
1.9Joint Preparation : As per IS: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-
2001
& 15:95585-20
1.10 Welding Current : Type, DC, Polarity: Reverse
1.11 Welder Qualification : FCAW As per 1S: 7310 (Part-1)-1974, 15: 7307 (Part-1)-1974
1.12 Welding Parameters & Technique : (As Below)-

Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr. /min.) | StickOut | (Ltr./min.)
No. {mm) (Volts) [fmin.) (mm)

i 2 3 A 5 6 7 8
1 12 180-270 24-31 8.6 N/A 12 16
2 1.2 180-270 24-31 8.6 N/A 12 16
3 1.2 180-270 24-31 8.6 N/A 12 16
4 1.2 180-270 24-31 8.6 N/A | 12 16

1.13 Provision of Run-on & Run-off tabs : Yes

1.14 Cleaning of weld bead before laying of next weld bead ! Yes

1.15 Root preparation before welding other side of groove weld ; N/A

1.16 Pre-heating & Interpass temperature : 100-150°C

1.17 Peening L N/A

1.18 Post weld treatment ? N/A

1.19 Rectification of weld defect : By Grinding of the defective weld

And rectifying the weld as per
Cl. 32.2 of IS: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.

Test
1.20 Inspection of weld 3 Visual, D.P. Test, weld Size & weld
Profile.
1.21 Any other relevant detail : N/A

HodHo Ifer g R}iTo

Asstt. Reseatch Officer/M&C

el $ATer / Ministry of Railways
fodfoRoto, W@ /R.D.S 0., Lucknow

Qe o

Sr. Divisiondl Engineer /VI
Northern Railway, lL.ucknoy
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WELDING PROCEDURE SPECIFICATION SHEET
(W.P.S.S.) '
M/s ARJIT TRADERS
Head Office-
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016

Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

Fabrication, Su Transportation. Site Assembly. Field Welding, Erection & Launchin of 2x56.0m
Steel Girder for Project-*Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

N

ARJIT TRADERS

Welding Procedure Specification No. - ARJIT/R&C/NR-LKO/2x56.0m/BSG/Unchahar/WPSS5/19
Drawing No. ¢ RDSO/B-10428/2
1.0Weld Joint Description : Fillet — Splice Plate in Arch Beam
1.1Base Metal 5 IS: 2062, E350B0 Fully Killed and Normalized & Base Metal
Thickness (28x36)mm
1.2Welding Process : FCAW
1.3Welding Position i Horizontal, Vertical & Overhead
1.4Weld Location : Field
1.5Weld Size : 24mm
1.6Welding Consumable ?
a) Electrode Wire : Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire
b) Drying Method : N/A
¢) Flux Class i N/A
d) Type g N/A
e) Drying Method : N/A
f) Shielding Gas : CO2 99.8% Pure, Absolute Dry and Free from N2 as per IS:
307 GR.1
1.7Base Metal Preparation : Material to be cut straight & square by controlled gas

Cutting machine, Edge preparation to be done as per
sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.

JodHo I g 770

Asstt. Reseafch Officer/M&C
el AT / Ministry of Railways

logfoHTo%o, o@d% /R.D.S 0., Lucknow

Q}-—L—J

Sr. Divisional Enginefr/VI
6\ Northern Railway, lL.ucthow
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WELDING PROCEDURE SPECIFICATION SHEET
(W.PS.S.)

A M/s ARJIT TRADERS
%" Head Office-

19-20A, SARVODAYA NAGARAWA DHPURI, Lucknow, UP- 226016
ARJIT TRADERS Factorv Address-

Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301
Fabrication, Su Transportation, Site Assembly, Field Welding, Erection & Launching of 2x36.0m Span Bow Strin
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3  Between Unchahar-Jalalpur Dhai
Station near Unchahar Railwav Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

1.8Joint Design Details : Sketch Showing arrangements of Parts, Weld Details
1.9Joint Preparation : As per 1S: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-
2001
& 15:9595-20
1.10 Welding Current . Type, DC, Polarity: Reverse
1.11 Welder Qualification : FCAW As per |1S: 7310 (Part-1)-1974, 1S: 7307 (Part-1)-1974
1.12 Welding Parameters & Technique : (As Below)-
rWeld Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr. /min.) | StickOut | (Ltr./min.)
No. (mm) {Volts) /min.) (mm)
1 2 3 4 5 6 7 8
1 1.2 180-270 24-31 8.6 N/A 12 16
2 1.2 180-270 24-31 8.6 N/A 12 16
3 1.2 180-270 24-31 8.6 N/A 12 16
4 1.2 180-270 24-31 2.6 N/A 12 16

1.13 Provision of Run-on & Run-off tabs ; Yes

1.14 Cleaning of weld bead before laying of next weld bead : Yes

1.15 Root preparation before welding other side of groove weld 3 N/A

1.16 Pre-heating & Interpass temperature ; 100-150°C

1.17 Peening : N/A

1.18 Post weld treatment : N/A

1.19 Rectification of weld defect 3 By Grinding of the defective weld

And rectifying the weld as per
Cl. 32.2 of IS: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.

Test
1.20 Inspection of weld - Visual, D.P. Test, weld Size & weld
Profile.
1.21 Any other relevant detail : N/A

Hodlo fey TF 370

Asstt. Reseafch Officer/M&C

e HATerd / Ministry of Railways
fodfoHT0%0, TIGT% /R.D.S O., Lucknow

AT
R

Sr. Divisional Engineer/VI

Northern Railway, l.ucknow
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| WELDING PROCEDURE SPECIFICATION SHEET
(W.P.S.S.)
A M/s ARJIT TRADERS
w Head Office-
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
ARJIT TRADERS Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road. Lucknow, UP-226301

Fabrication, Supply. Transportation, Site Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow String
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-.!alalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

Welding Procedure Specification No.
Drawing No.
1.0Weld Joint Description

1.1Base Metal

1.2Welding Process

1.3Welding Position

1.4Weld Location

1.5Weld Size

1.6Welding Consumable
a) Electrode Wire

b) Drying Methed
c) Flux Class

d) Type

e) Drying Method
f) Shielding Gas

1.7Base Metal Preparation

ARJIT/R&C/NR-LKO/2x56.0m/BSG/Unchahar/WPSS/20
RDSO/B-10428/5 & 2

Fillet — Hanger Welding with Arch Beam & Bottom Long
Beam

IS: 2062, E350B0 Fully Killed and Normalized & Base Metal
Thickness

FCAW

Horizontal, Vertical & Overhead

Field

22mm

Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire

N/A

N/A

N/A

N/A

CO2 99.8% Pure, Absolute Dry and Free from N2 as per IS:
307 GR.1

Material to be cut straight & square by controlled gas
Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.
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WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S.)
' M/s ARJIT TRADERS
w Head Office-

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016

Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, U_l’—2263[!!

Fabrication, Suppl Field Welding. Erection & Launching of 2x56.0m Span Bow Strin
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

ARJIT TRADERS

1.8Joint Design Details : Sketch Showing arrangements of Parts, Weld Details
1.9Joint Preparation : As per |S; 4353-1995, CL-7, |RS B1-2001, CL-17 & WBC-
2001
& 15:9595-20
1.10 Welding Current : Type, DC, Polarity: Reverse
1.11 Welder Qualification } FCAW As per 1S: 7310 (Part-1)-1974, IS: 7307 (Part-1)-1974
1.12 Welding Parameters & Technique : (As Below)-

Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Fioﬂ
Pass Wire Dia. {Amp.) Voltage Speed [mtr. (mtr. /min.) | StickOQut | (Ltr. /min.)
No. {mm) (Valts) /min.) (mm)

1 2 5 4 5 ] 7 8
1 1.2 180-270 24-31 8.6 N/A 12 16
2 1.2 180-270 24-31 8.6 N/A 12 16
3 1.2 180-270 24-31 8.6 N/A 12 16
4 1,2 180-270 24-31 8.6 N/A 12 16 |

1.13 Provision of Run-on & Run-off tabs : Yes

1.14 Cleaning of weld bead before laying of next weld bead : Yes

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

1.16 Pre-heating & Interpass temperature 1 100-150°C

1.17 Peening : N/A

1.18 Post weld treatment : N/A

1.19 Rectification of weld defect : By Grinding of the defective weld

And rectifying the weld as per
Cl. 32.2 of IS: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.

Test
1.20 Inspection of weld : Visual, D.P. Test, weld Size & weld
Profile.
1.21 Any other relevant detail : N/A

Hodfo :ﬂﬁ:ﬁemj g 9o

Asstt. Research Officer/M&C
FATET / Ministry of Railways
fodloAToHo, W& /R.D.S C.. Lucknow
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Sr. Divisional Engineer/VI
Northern Railway, Lucknow




WELDING PROCEDURE SPECIFICATION SHEET
(W.P.S.S.)
A M/s ARJIT TRADERS
":"IN& Head Office-
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
ARJIT TRADERS Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

Fabrication. Supply, Transportation, Site Assembly, Field Welding, Erection & Launching of 2x56.
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

welding Procedure Specification No. : ARJIT/R&C/NR-LKO/2x56.0m/BSG/Unchahar/WPSS/21
Drawing No. 3 RDSO/B-10428/2
1.0Weld Joint Description i Fillet — Stiffener Welding in Hanger with Arch Beam
1.1Base Metal : IS: 2062, E35080 Fully Killed and Normalized & Base Metal
Thickness
1.2Welding Process : FCAW
1.3Welding Position : Horizontal, Vertical & Overhead
1.4Weld Location ; Field
1.5Weld Size : 20mm I
1.6Welding Consumable 3
a) Electrode Wire : Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire 'I
b) Drying Method 5 N/A
c) Flux Class 4 N/A J
d) Type ; N/A I
e) Drying Method : N/A
f) Shielding Gas : CO2 99.8% Pure, Absolute Dry and Free from N2 as per IS:
307 GR.1
1.7Base Metal Preparation : Material to be cut straight & square by controlled gas

Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.
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WELDING PROCEDURE SPECIFICATION SHEET

Khasra No. 844 Kali Paschim Near SGPG

(W.PS.S.)
A M/s ARJIT TRADERS

w Head Office-

19-20A, SARVODAYA NAGARAWADHPURIL, Lucknow, UP-226016
ARJIT TRADERS Factory Address-

I, Raebareli Road, Lucknow, UP-226301

Fabrication. Supply, Transportation. Site Assembly. Field Welding, Erection & Launching of 2x56.0m Span Bow String

Steel Girder for Project-**Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai

Station near Unchahar Railway Station on Unchahar-Unn
1.8Joint Design Details :
1.9Joint Preparation

2001

1.10 Welding Current
1.11 Welder Qualification
1.12 Welding Parameters & Technique

ao Section, Northern Railway, Lucknow Division.”
Sketch Showing arrangements of Parts, Weld Details
As per |S: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-

& 15:9595-20

Type, DC, Polarity: Reverse

FCAW As per IS: 7310 (Part-1)-1974, IS: 7307 (Part-1)-1974
(As Below)-

( Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow—‘
Pass Wire Dia. {Amp.) Voltage Speed (mtr. (mtr. /min.) | StickOut | (Ltr. Jmin.)
No. (mm) (Volts) Jmin.) (mm)
1 2 3 4 5 6 7 8
1 d 180-270 24-31 8.6 N/A 12 16
Z 1.2 180-270 24-31 8.6 N/A 12 16
3 1.2 180-270 24-31 8.6 N/A 12 16
| 4 12 180-270 24-31 8.6 N/A 12 16
1.13 Provision of Run-on & Run-off tabs : Yes
1.14 Cleaning of weld bead before laying of next weld bead : Yes
1.15 Root preparation before welding other side of groove weld : N/A
1.16 Pre-heating & Interpass temperature : 100-150°C
1.17 Peening N/A
1.18 Post weld treatment N/A

1.19 Rectification of weld defect

1.20 Inspection of weld

1.21 Any other relevant detail

By Grinding of the defective weld
And rectifying the weld as per

Cl. 32.2 of 1S: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.
Test

Visual, D.P. Test, weld Size & weld
Profile.

N/A

Hodfo 3ITfer TG ITo
Asstt. Research Officer/M&C

'l"a_tm/ Ministry of Railways
lo3foHTo¥o, T@T% /R.D.S 0., Lucknow

/g{
=

Sr. Divisional Engineer /VI

lorthern Railway, Lucknow




WELDING PROCEDURE SPECIFICATION SHEET

N

ARJIT TRADERS

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016

Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, lJ_P-22630'I

(W.P.S.S.)
M/s ARJIT TRADERS
Head Office-

Factory Address-

Fabrication, Su

Transportation, Site Assembly, Field Welding, Erection & Launchin of 2x56.0m Span Bow Strin
Steel Girder for Project-*Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai

Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”
Welding Procedure Specification No. '

Drawing No.
1.0Weld Joint Description

1.1Base Metal

1.2Welding Process

1.3Welding Position

1.4Weld Location

1.5Weld Size

1.6Welding Consumable
a) Electrode Wire

b) Drying Method
c) Flux Class

d) Type

e) Drying Method
f) Shielding Gas

1.7Base Metal Preparation

- A Al s e e v

A I

8 | (REFER SEPARATE DRG.)| | L | /DETAH_-A,

ARJIT/R&C/NR-LKO/2x56.0m/BSG/Unchahar/WPSS/22
RDSO/B-10428/5

Fillet — Stiffener Welding in Hanger with Bottom Long
Beam

IS: 2062, E350B0 Fully Killed and Normalized & Base Metal
Thickness

FCAW

Horizontal & Vertical

Field

18mm

Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire

N/A

N/A

N/A

N/A

CO?2 99.8% Pure, Absolute Dry and Free from N2 as per IS:
307 GR.1

Material to be cut straight & square by controlled gas
Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.

i
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Asstt. Reseafch Officer/M&C
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[odfoRTo¥o, TET% /R.D.S O., Lucknow
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Sr., Divisiondl Engineer/VI
Northern Railway, l.ucknow




WELDING PROCEDURE SPECIFICATION SHEET
(W.P.S.S.)

M/s ARJIT TRADERS
Head Office- |
19-20A, SARVODAYA NAGARAWADH PURI, Lucknow, UP- 226016

Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

Transportation. Site Assembly, Field Welding, Erection & Launchin of 2x56.0m Span Bow Strin

f

ARJIT TRADERS

Fabrication, Su

Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 |Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on anhahar -Unnao Section, Northern Railway, Lucknow Division.”

sketch Showing arrangements of Parts, Weld Details
As per |S: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-

1.8Joint Design Details

1.9Joint Preparation
2001

& 15:9595-20

Type, DC, Polarity: Reverse

FCAW As per IS: 7310 (Part-1)-1974, 1S: 7307 (Part-1)-1974

1.10 Welding Current
1.11 Welder Qualification

1.12 Welding Parameters & Technigue (As Below)-
r Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr. /min.) | StickOut | (Ltr. /min.)
No. (mm) (Volts) /min.) {mm)
2 3 4 5 B 7 8
1.2 180-270 24-31 8.6 N/A 12 16
12 180-270 24-31 8.6 N/A 12 16
1.2 180-270 24-31 8.6 N/A 12 16
1.2 180-270 24-31 8.6 N/A 12 16
1.13 Provision of Run-on & Run-off tabs Yes
1.14 Cleaning of weld bead before laying of next weld bead Yes
1.15 Root preparation before welding other side of groove weld N/A
1.16 Pre-heating & Interpass temperature 100-150°C
1.17 Peening N/A
1.18 Post weld treatment N/A

1.19 Rectification of weld defect By Grinding of the defective weld
And rectifying the weld as per

Cl. 32.2 of IS: 9595-96 using B1
| Class electrodes of specification

IRS M-28.2 after conducting D.P.

Test
1.20 Inspection of weld Visual, D.P. Test, weld Size & weld
Profile.
1.21 Any other relevant detail N/A
F Hodfo 31 g T

Asstt. Research Officer/M&C
@ AT / Ministry of Railways

fo{oHToWo, FETE% /R.D.S O., Lucknow i
.
%

Sr. Divisional Engineer /VI I
Northern Railway, l.ucknow




WELDING PROCEDURE SPECIFICATION SHEET

N

ARJIT TRADERS

(W.P.S.S.)
M/s ARJIT TRADERS
Head Office-
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
Factorv Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli

Road, Lucknow, UP-226301

Fabrication. Su Transportati

on, Site Assembl
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM.

Field Weldin

a0 Section, Northern

Erection & Launching of 2x56.0m Span Bow Strin
74/2-3 Between Unchahar-Jalalpur Dhai

Station near Unchahar Railway Station on Unchahar-Unn

Welding Procedure Specification No.

Drawing No.
1.0Weld Joint Description

1.1Base Metal

1.2Welding Process

1.3Welding Position

1.4Weld Location

1.5Weld Size

1.6Welding Consumable
a) Electrode Wire

b) Drying Method
¢) Flux Class

d) Type

e) Drying Method
f) Shielding Gas

1.7Base Metal Preparation

Railway, Lucknow Division.”

ARJIT,!R&C[NR-LKO/ZXSGADm/BSG/Unchahar,fWPSS/23
RDSO/B-10428/6
Fillet — Bottom Cross Beam (BCB1 & BCB2) Welding With
Bottom Long Beam & Hanger
1S: 2062, E3508B0 Fully Killed and Normalized & Base Metal

Thickness
FCAW

Horizontal, Vertical & Overhead

Field
12Zmm

Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire

N/A
N/A
N/A
N/A

CO2 99.8% Pure, Absolute Dry and Free from N2 as per IS:

307 GR.1

Material to be cut straight & square by controlled gas
Cutting machine, Edge preparation to be done as per
sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,

Rust etc. which may affect weld quality.
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WELDING PROCEDURE SPECIFICATION SH EET

(W.P.SS)
A M/s ARJIT TRADERS
g Head Office-

19-20A, SARVODAYA NAGARAWADHPURIL, Lucknow, UP- 226016

Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

Fabrication, Supply, Transportation, Site Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow Strin

Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai

Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railwa Lucknow Division.”
1.8Joint Design Details 3 Sketch Showing arrangements of Parts, Weld Details

ARJIT TRADERS

1.9Joint Preparation : As per IS: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-

2001
& 15:9595-20

1.10 Welding Current : Type, DC, Polarity: Reverse

1.11 Welder Qualification ; FCAW As per IS: 7310 (Part-1)-1874, 15: 7307 (Part-1)-1974

1.12 Welding Parameters & Technique ] (As Below)-

[ weld | Electrode/ Current | Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr. /min.) | StickQut | (Ltr. Jmin.)
No. (mm) (Volts) /min.) (mm)

1 2 3 4 5 6 7 8
1 1.2 180-270 24-31 8.6 N/A 12 16
Z 12 180-270 24-31 8.6 N/A 12 16
3 1.2 180-270 24-31 8.6 N/A 12 16
|4 1.2 180-270 24-31 8.6 N/A 12| 16

1.13 Provision of Run-on & Run-off tabs : Yes

1.14 Cleaning of weld bead before laying of next weld bead ] Yes

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

1.16 Pre-heating & Interpass temperature ; 100-150°C

1.17 Peening ; N/A

1.18 Post weld treatment . N/A

1.19 Rectification of weld defect : By Grinding of the defective weld

And rectifying the weld as per
Cl. 32.2 of 1S: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.

Test
1.20 Inspection of weld 3 Visual, D.P. Test, weld Size & weld
Profile.
1.21 Any other relevant detail : N/A

Hodlo aﬁ%ﬁ Tq Il

Asstt. Reseafch Officer/M&C Q-—'-“'

@ HAATeTd / Ministry of Railways
RO SwS/AD. 6., Lookno Sr. Divisional Engineer /VI
Northern Railway, Lucknow
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WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S.)
A M/s ARJIT TRADERS
'%g' Head Office-

19-20A, SARVODAYA NAGARAWADHFPURI, Lucknow, UP- 226016

Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

Fabrication, Suppl ortation, Site Assembly. Field Weldin Erection & Launching of 2x56.0m Span Bow Strin
Steel Girder for Project-*Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

ARJIT TRADERS

Welding Procedure Specification No. s ARJlT/R&C/NR—LKOKZXBG.DmIBSGIUnchahar{WPSS!M
Drawing No. : RDSO/B-10428/6
1.0Weld Joint Description : Fillet — ISA (150x150x15)mm welding With Bottom Long
Beam & Hanger for BCB1 & BCB2
1.1Base Metal ; IS: 2062, E35080 Fully Killed and Normalized & Base Metal
Thickness
1.2Welding Process : FCAW
1.3Welding Position : Horizontal, Vertical & Overhead
1.4Weld Location : Field
1.5Weld Size : 12mm
1.6Welding Consumable :
a) Electrode Wire : Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire
b) Drying Method ; N/A
c) FluxClass : N/A
d) Type : N/A
e) Drying Method : N/A
f) Shielding Gas 2 CO2 99.8% Pure, Absolute Dry and Free from N2 as per IS:
307 GR.1
1.7Base Metal Preparation £ Material to be cut straight & square by controlled gas

Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.
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WELDING PROCEDURE SPECIFICATION SHEI:ET

-
ARJT TRADERS
Khasra No. 844 Kali Paschim Near SGPGI, Racbareli

(W.P.S.S.)

M/s ARJIT TRADERS

Head Office-

Factory Address-

19-20A. SARVODAYA NAGARAWADH PURI, Lucknow, UP- 226016

Road, Lucknow, UP-226301

Fahrication, Su
Steel Girder for Project-

Transportation. Site Assembl
“Construction of ROB (6-Lane) at Railwa

Field Weldin

1.10 Welding Current
1.11 Welder Qualification

Station near Unchahar Railway Station on Unchahar-
1.8Joint Design Details
1.9Joint Preparation

2001

Unnao Section, Nort

Erection & Launchin of 2x56.0m
KM. 74/2-3 Between U
rn Railway

nchahar-Jalalpur Dhai
Lucknow Division.”

e Ay,

Sketch Showing arrangements of Parts, Weld Details
As per 1S: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-

& 15:9595-20

Type, DC, Polarity: Reverse
FCAW As per IS: 7310 (Part-1)-1974, IS: 7307 (Part-1)-1974

1.20 Inspection of weld

1.19 Rectification of weld defect

1.21 Any other relevant detail

1.12 Welding Parameters & Technique (As Below)-
Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow |
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr. /min.) | Stick Out (Ltr. /min.)
No. (mm) (Volts) Jmin.) (mm)
1 2 3 4 5 6 7 8
1 1.2 180-270 24-31 8.6 N/A 12 16
2 1.2 180-270 24-31 8.6 N/A 12 16
3 1.2 180-270 24-31 8.6 N/A 12 16
hti 1.2 180-270 24-31 8.6 N/A | 12 16
1.13 Provision of Run-on & Run-off tabs Yes
1.14 Cleaning of weld bead before laying of next weld bead Yes
1.15 Root preparation before welding other side of groove weld N/A
1.16 Pre-heating & Interpass temperature 100-150°C
1.17 Peening N/A
1.18 Post weld treatment N/A

By Grinding of the defective weld
And rectifying the weld as per
Cl.32.2 of IS: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.

Test

Visual, D.P. Test, weld Size & weld

Profile.

N/A

Hodfo mﬁa@ g T

Asstt. Reseafch Officer/M&C

|

i “f?llFI’ﬂ/Mlnisfry of Railways
fodfoRTo%o, TET% /R.D.S O., Lucknow

Srl Divisional Engineer/VI
Northern Railway, L.ucknow
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WELDING PROCEDURE SPECIFICATION SHEET
(W.P.S.S.)

M/s ARJIT TRADERS
'!\?- Head Office-

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016

Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-2263

ARJIT TRADERS

01

Fabrication, Su Transportation. Site Assembly, Field Weldin Erection & Launchin

of 2x56.0m Span Bow Strin

Steel Girder for Project-*Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai

Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division."”

Welding Procedure Specification No. :
Drawing No. ; RDSO/B-10428/6
1.0Weld Joint Description : Fillet — Stiffener of Bottom Cros

ARJIT/R&C/NR-LKO/2x56.0m/BSG/Unchahar/WPSS/25

s Beam (BCB1 & BCB2)

Welding With Bottom Long Beam & Hanger
1.1Base Metal : IS: 2062, E350B0 Fully Killed and Normalized & Base Metal

Thickness
1.2Welding Process : FCAW
1.3Welding Position : Horizontal, Vertical & Overhead
1.4Weld Location : Field
1.5Weld Size i 20mm
1.6Welding Consumable .

a) Electrode Wire : Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.

1.2mm, FCAW Wire
Drying Method : N/A
Flux Class : N/A
Type : : N/A
Drying Method : N/A

Shielding Gas : CO2 99.8% Pure, Absolute Dry and Free from N2 as per IS:

307 GR.1

1.7Base Metal Preparation : Material to be cut straight & square by controlled gas

Cutting machine, Edge pi’eparat

jon to be dane as per

Sketch. All Fusion faces and adjacent surfaces are cleaned,

Made free from cracks, notches

, mill scale, grease, paint,

Rust etc. which may affect weld quality.
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WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S)

M/s ARJIT TRADERS
g Head Office-

ARJIT TRADERS Factory Address-

19-20A, SARYODAYA NAGARAWADHPURI, Lucknow, UP- 226016

Khasra No. 844 Kali Paschim Near SGPGI, Raebarcli Road, Lucknow, UP-226301

Fabrication, Su Transportation, Site Assembly. Field Welding, Erection & Launchin of 2x56.0m Span Bow Strin
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai

Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

1.8Joint Design Details : Sketch Showing arrangements of Parts, Weld Details
1.9Joint Preparation : As per IS: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-
2001
& 15:9595-20
1.10 Welding Current : Type, DC, Polarity: Reverse
1.11 Welder Qualification : FCAW As per IS: 7310 (Part-1)-1974, 1S: 7307 (Part-1)-1974
1.12 Welding Parameters & Technique : (As Below)-
FWeId Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mir. (mtr. /min.) | StickQut | (Ltr. Jmin.)
No. (mm) (Volts) /min.) (mm)
1 2 3 4 5 6 7 8 IJ
1 1.2 180-270 24-31 8.6 N/A 12 16
2 1.2 180-270 24-31 8.6 N/A 12 16
3 1.2 180-270 24-31 8.6 N/A 12 16 "
| 4 1.2 180-270 24-31 8.6 N/A 12 16
1.13 Provision of Run-on & Run-off tabs : Yes
1.14 Cleaning of weld bead before laying of next weld bead : Yes
1.15 Root preparation before welding other side of groove weld : N/A
1.16 Pre-heating & Interpass temperature : 100-150°C
1.17 Peening : N/A
1.18 Post weld treatment ; N/A
1.19 Rectification of weld defect 3 By Grinding of the defective weld

And rectifying the weld as per
Cl. 32.2 of IS: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.

Test
1.20 Inspection of weld : Visual, D.P. Test, weld Size & weld
Profile.
1.21 Any other relevant detail : N/A
HoaTo ITfer T I
Asstt. Roseatch Officer/M&C Qye J

I1'5!16111/ Ministry of Railways
fo3foRo¥o, T@% /R.D.S 0., Lucknow

sr. Divisional Engineer V1
Northern Railway, [.ucknow
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WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S.)

A M/s ARJIT TRADERS
?!-!\!r Head Office-

; 19-20A, SARYODAYA NAGARAWADHPURIL, Lucknow, UP- 226!]16
ARJIT TRADERS Factory Address-

Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

Fabrication, Supply, Transportation, Site Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow String
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

Welding Procedure Specification No. : ARJIT/R&C/NR-LKO/2x56.0m/BSG/Unchahar/WPSS/26
Drawing No. ; RDSO/B-10428/3
1.0Weld Joint Description 1 Fillet — Top Tie Beam welding with Hanger Top Side
1.1Base Metal 3 IS: 2062, E350B0 Fully Killed and Normalized & Base Metal
Thickness
1.2Welding Process ; FCAW
1.3Welding Position : Horizantal, Vertical & Overhead
1.4Weld Location : Field
1.5Weld Size : 18mm
1.6Welding Consumable :
a) Electrode Wire i Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire
b) Drying Method ; N/A
c) Flux Class - N/A
d) Type ] N/A
e) Drying Method ! N/A
f) Shielding Gas ; CO2 99.8% Pure, Absolute Dry and Free from N2 as per IS:
307 GR.1
1.7Base Metal Preparation : Material to be cut straight & square by controlled gas
Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned, ||
Made free from cracks, notches, mill scale, grease, paint,

Rust etc. which may affect weld quality.

Hodlo mﬁa@ g Thlo

Asstt. Research Officer/M&C
kc AT / Ministry of Railvays
[osfoHToHo, &7&% /R.D.S O., Lucknow

€ OF ARCH |I

Ca s

Sr. Divisional Engine
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WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S)
A M/s ARJIT TRADERS
E\?!r Head Office-

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016

ARJIT TRADERS Factory Address-

Khasra No. 844 Kali Paschim Near SG[’GI Raebarcl: Road, Lucknow, UP—2263{I'I

Fabrication
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Rallw:w. Lucknow Division.”

1.8Joint Design Details : Sketch Showing arrangements of Parts, Weld Details
1.9Joint Preparation : As per IS: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-
2001 '
& 15: 9595-20
1.10 Welding Current : Type, DC, Polarity: Reverse
1.11 Welder Qualification : FCAW As per IS: 7310 (Part-1)-1974, 15: 7307 (Part-1)-1974
1.12 Welding Parameters & Technique : (As Below)-

Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr. /min.) | Stick Out | (Ltr./min.)
No. (mm) (Volts) /min.) (mm)

1 2 3 4 5 6 7 8
1 2 180-270 24-31 8.6 N/A 12 16
2 12 180-270 24-31 8.6 N/A 12 16
3 1.2 180-270 24-31 8.6 N/A 12 16
a4 1.2 180-270 24-31 8.6 N/A 12 16

1.13 Provision of Run-on & Run-off tabs g Yes

1.14 Cleaning of weld bead before laying of next weld bead : Yes

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

1.16 Pre-heating & Interpass temperature 3 100-150°C

1.17 Peening : N/A

1.18 Post weld treatment g N/A

1.19 Rectification of weld defect ; By Grinding of the defective weld

And rectifying the weld as per
@l. 32.2 of IS: 9595-96 using B1
(Class electrodes of specification
IRS M-28.2 after conducting D.P.

Test
1.20 Inspection of weld : Visual, D.P. Test, weld Size & weld
Profile.
1.21 Any other relevant detail g N/A

Hodfo mﬁm e ¥lo

AssHt. Research Officer/M&C
< =Haq /| Ministry of Railways

I TR0 0. Laron gr. Divisional Engineer /VI
Northern Railway, L.ucknow




z

ARJIT TRADERS

WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S.)

M/s ARJIT TRADERS
Head Office-
19-20A. SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
Factory Address-

Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, [/P-226301

Fabrication, Supply. Transportation, Site Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow String
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Beiween Unchahar-Jalalpur Dhai

Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

Welding Procedure Specification No.
Drawing No.
1.0Weld Joint Description

1.1Base Metal

1.2Welding Process

1.3Welding Position

1.4Weld Location

1.5Weld Size

1.6Welding Consumable
a) Electrode Wire

b) Drying Method
c) Flux Class

Type
Drying Method
Shielding Gas

L

1.7Base Metal Preparation

ARJIT/R&C/NR-LKO/2x56.0m/BSG/Unchahar/WPSS/27
RDSO/B-10428/3 |

Fillet — Stiffener of Top Tie Beam welding with Hanger &
Top Tie Beam

IS: 2062, E350B0 Fully Killed and Normalized & Base Metal
Thickness

FCAW

Horizontal, Vertical & Overhead

Field

18mm

Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire

N/A

N/A

N/A
N/A
C0O2 99.8% Pure, Absolute Dry and Free from N2 as per IS:

307 GR.1

Material to be cut straight & square by controlled gas
Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.

€ OF HANGER '
o
| / ALL AROUND |
ARCHm\ i /
418 N | / S
- b \\ \\ I ‘j'i R 3
" l o Fodlo mﬁ—a@ TF ¥To I
[ \\ E;E E i ¥ fostt Research Officer/M&C
H ! HATIY, i v
TOP TL ‘BE':‘.I'Vd,_ "-\ ; ;"l fogfoHTo%o, aé;g‘}s:?%c; E:G.ILU?ZOW J
| b ™ / + T i 1
! P H | 1 .
| A X ]
N2 \i
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WELDING PROCEDURE SPECIFICATION SHEET
(W.P.S.S.)

A M/s ARJIT TRADERS
%’ Head Office-
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
ARJIT TRADERS Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

Fabrication, Supply. Transportation. Site Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow String
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalgi_pur Dhai
Station near Unchahar Railway Station on Unchahar~Unnao Section, Northern Railway, Lucknow Division.”

1.8Joint Design Details Sketch Showing arrangements of Parts, Weld Details

1.9Joint Preparation As per IS: 4353-1995, CL+7, IRS B1-2001, CL-17 & WBC-

2001

& 15: 9595-20
Type, DC, Polarity: Reverse
FCAW As per IS: 7310 (Part-1)-1974, 1S: 7307 (Part-1)-1974

1.10 Welding Current
1.11 Welder Qualification

1.12 Welding Parameters & Technique (As Below)-
’_Weld Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. {Amp.) Voltage Speed [mtr. (mtr. /min.) | StickOut | (Ltr. /min.)
No. {mm) (Volts) /min.) (mm)
1 2 3 4 5 6 7 8
1 12 180-270 24-31 8.6 N/A 12 16
2 1.2 180-270 24-31 8.6 N/A 12 16
3 1.2 180-270 24-31 8.6 N/A 12 16 |
4 1.2 180-270 24-31 8.6 N/A 12 16
1.13 Provision of Run-on & Run-off tabs Yes “
1.14 Cleaning of weld bead before laying of next weld bead Yes
1.15 Root preparation before welding other side of groove weld N/A
1.16 Pre-heating & Interpass temperature 100-150°C
1.17 Peening N/A
1.18 Post weld treatment N/A

1.19 Rectification of weld defect By Grinding of the defective weld
And rectifying the weld as per

Cl. 32.2 of IS: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.
Test

Visual, D.P. Test, weld Size & weld
Profile.

N/A J
|

I

1.20 Inspection of weld

1.21 Any other relevant detail

Todlo S TF o Ci s
QA;S“ Reseatch Officer/M&C "’r_ . /VI
HATerd / Ministry of Railways fiaran inear’
loSoRToWo, TETE /R.D.S 0., Lucknow Sr. Div 1310“31 £ngine I'
1;"‘ U armn P\ ‘|! N "f ' U F| now

— |
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WELDING PROCEDURE SPECIFICATION SHEET

ARJIT TRADERS

(W.P.S.S.)
A M/s ARJIT TRADERS
* Head Office-

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016

Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli

Road, Lucknow, UP-226301

Fabrication, Su Assembl

s Field Weldin :
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway,

Erection & Launching of 2x56.0m Span Bow Strin

Lucknow Division.”

Welding Procedure Specification No.
Drawing No.
1.0Weld Joint Description

1.1Base Metal

1.2Welding Process

1.3Welding Position

1.4Weld Location

1.5Weld Size

1.6Welding Consumable
a) Electrode Wire

Drying Method
Flux Class
Type

Drying Method
Shielding Gas

1.7Base Metal Preparation

G OF HANGER

Hodfo :ﬂﬁﬁ»ﬂnﬁ Tq ¥Hlo

Asstl. Reseafch Officer/M&C
X "E!ﬁlﬂ'/ Ministry of Railways
fo&foHloo, &% /R.D.S O., Lucknow

[ |
.f; ALL AROUND/A

ARJIT/R&C/NR-LKO/2x56.0m /BSG/Unchahar/ WPSS/28
RDSO/B-10428/3

Fillet — Top Lateral Tie Beam Welding with Hanger, Arch
Beam & Top Tie Beam

IS: 2062, E350B0 Fully Killed and Normalized & Base Metal
Thickness

FCAW

Horizontal, Vertical & Overhead

Field

18mm

Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire |

N/A

N/A

N/A

N/A

CO2 99.8% Pure, Absolute Dry and Free from N2 as per IS:
307 GR.1

Material to be cut straight & square by controlled gas
Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.

: 18 5

22
1 ) £ 9,_
i —CUT TO_ SHAPE 0
/" AVOID PACKING PLATE

-
=i

. TOP| DIAGONAL TIE BEAM

DP| 10 THK. PLATE
18N N e
ALL ARCUND >
L 9s0m tHK. St Divisional Engine
176mm LONG  Northern Railway, l.ucgow
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WELDING PROCEDURE SPECIFICATION SHEET

(W.PSS.)
A M/s ARJIT TRADERS
’5-\":’ Head Office-

ARJIT TRADERS Factory Address-

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016

Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai

Fabrication, Supplv, Transportation, Site Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow String |I

Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railwav, Lucknow Division.”

1.8Joint Design Details g Sketch Showing arrangements of Parts, Weld Details
1.9Joint Preparation : As per |1S: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-
2001 Ii
& 15:9595-20
1.10 Welding Current 2 Type, DC, Polarity: Reverse
1.11 Welder Qualification : FCAW As per IS: 7310 (Part-1)-1974, 1S: 7307 (Part-1)-1974
1.12 Welding Parameters & Technique : (As Below)-
Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr. /min.) | StickOQut | (Ltr./min.}
No. (mm) (Volts) Jmin.) (mm) |i

1 2 3 4 5 6 7 8

1 1.2 180-270 24-31 8.6 N/A 12 16

2 1.2 180-270 24-31 8.6 N/A 12 16 (l

3 1.2 180-270 24-31 8.6 N/A 12 16
| 4 i2 180-270 24-31 8.6 N/A 12 16
1.13 Provision of Run-on & Run-off tabs Yes "
1.14 Cleaning of weld bead before laying of next weld bead Yes
1.15 Root preparation before welding other side of groove weld N/A
1.16 Pre-heating & Interpass temperature 100-150°C
1.17 Peening N/A d
1.18 Post weld treatment N/A

1.19 Rectification of weld defect

1.20 Inspection of weld

1.21 Any other relevant detail

Hodfo ey g ¥qlo

Asstt, Resedfch Officer/M&C

el H3Ted,/ Ministry of Railways
fos{oHTo%o, o7&@+% /R.D.S O., Lucknow

By Grinding of the defective weld
And rectifying the weld as per

Cl. 32.2 of 15: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.
Test

Visual, D.P. Test, weld Size & weld
Profile.

N/A

Ca o

Sr. Divisional Engineer /VI

Northern Railway, Lucknow

e =T e e




WELDING PROCEDURE SPECIFICATION SHEET
(W.P.S.8.)
A M/s ARJIT TRADERS
i’!\g' Head Office-
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
ARJIT TRADERS Factory Address-
Khasra No. 844 Kali Paschim Near SGPGL. Raebareli Road, Lucknow, UP-226301
Fabrication. Supply, Transportation, Site Assembly, Field Weldin Erection & Launching of 2x56.0m Span Bow Strin

Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

Welding Procedure Specification No. : ARJIT/R&C{NR-LKOJ’ZXSG.Om/BSG}Unchahar/WPSS/ZQ
Drawing No. : RDSO/B-10428/3
1.0Weld Joint Description : Fillet — Stiffener of Top Lateral Tie Beam Welding with
Hanger, Arch Beam & Top Tie Beam
1.1Base Metal - IS: 2062, E350B0 Fully Killed and Normalized & Base Metal
Thickness
1.2Welding Process - FCAW
1.3Welding Position : Horizontal, Vertical & Overhead
1.4Weld Location : Field
1.5Weld Size : 22mm
1.6Welding Consumable :
a) Electrode Wire : Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire
b) Drying Method : N/A
c) Flux Class : N/A
d) Type : N/A
e) Drying Method 2 N/A
f) Shielding Gas : €02 99.8% Pure, Absolute Dry and Free from N2 as per IS:
307 GR.1
1.7Base Metal Preparation 3 Material to be cut straight & square by controlled gas

Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.

¢ OF HANGER
.- .
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f/1 // AVOID| PACKING PLATE
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| |
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WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S.)
M/s ARJIT TRADERS
Head Office-
19-20A, SARVODAYA NAGARAWADHPURIL Lucknow, UP-226016
Factory Address-

GPGI, Racbareli Road, Lucknow, UP-226301

Khasra No. 844 Kali Paschim Near 8
Transportation, Site Assembl
Steel Girder for Project-“Construction of ROB {

Field Weldin

Erection & Launching of 2x56.0m Span Bow Strin
6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai

1.9]oint Preparation
2001

1.10 Welding Current

1.8Joint Design Details

1.11 Welder Qualification

Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”
: Sketch Showing arrangements of Parts, Weld Details

As per |S: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-

& 1S:9595-20
Type, DC, Polarity: Reverse

FCAW As per IS: 7310 (Part-1)-1974, 1S: 7307 (Part-1)-1974

1.12 Welding Parameters & Technique (As Below)-

Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow_'
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr. /min.) | StickOut | (Ltr. fmin.)
No. (mm) {Volts) Jmin.} (mm)

1 2 3 4 5 6 7 8
1 1.2 180-270 24-31 8.6 N/A 12 16
2 12 180-270 24-31 2.6 N/A 12 16
3 1.2 180-270 24-31 8.6 N/A 12 16
K 12 180-270 24-31 8.6 N/A 12 16

1.19 Rectification of weid defect

1.20 Inspection of weld

1.21 Any other relevant detail

fogfoRio¥o, F&Td /R.D.S O., Lucknow

1.13 Provision of Run-on & Run-off tabs Yes
1.14 Cleaning of weld bead before laying of next weld bead Yes
1.15 Root preparation before welding other side of groove weld N/A
1.16 Pre-heating & Interpass temperature 100-150°C
1.17 Peening N/A
1.18 Post weld treatment N/A

By Grinding of the defective weld

And rectifying the weld as per
Cl. 32.2 of 1S: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.

Test

Profile.

N/A

Hodlo a{ﬁﬁ—a@ g ¥qTo

Asstt. Research Officer/M&C

HAATe4 / Ministry of Railways

Visual, D.P. Test, weld Size & weld

p

Sr. Divisional Engineer /VI

P N . wl - ] '
Northern Railway, Lucknow

v |
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WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S.)
A M/s ARJIT TRADERS
ﬁ\g’ Head Office-

19-20A, SARVODAYA NAGARAWADHPURL Lucknow, UP- 226016

Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Racbareli Road, Lucknow, UP-226301

Fabrication, Su Transportation, Site Assembly, Field Welding, Erection Launching of 2x56.0m Span Bow Strin
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnae Section, Northern Railway, Lueknow Division.”

ARJIT TRADERS

Welding Procedure Specification No. : ARJIT,H'R&C[NR-LKO,-"ZxSG.DmKBSG/UnchaharfWPSSBD
Drawing No. c RDSO/B-10428/6
1.0Weld Joint Description ; Fillet — End Bottom Cross Beam (BCB3) welding with
Bottom Long Beam
1.1Base Metal : IS: 2062, E350B0 Fully Killed and Normalized & Base Metal
Thickness
1.2Welding Process 3 FCAW
1.3Welding Position ¢ Horizontal, Vertical & Overhead
1.4Weld Location 3 Field
1.5Weld Size ; 12mm
1.6Welding Consumable :
a) Electrode Wire : Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire
b) Drying Method : N/A
c) FluxClass : N/A
d) Type : N/A
e} Drying Method : N/A
f) Shielding Gas ; CO?2 99.8% Pure, Absolute Dry and Free from N2 as per IS:
307 GR.1
1.7Base Metal Preparation : Material to be cut straight & square by controlled gas

Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.

Hodjo 3feri Tq ¥qre
;\;st.t Research Officer/M&C -
HATTY / Ministry of Railways
=

F 103{0HT0%o, TG /R.D.S 0., Lucknow

St. Divisional Engiffeer /vi

KlAarkh e .
Morthern Railwz
» e katlway, L) LKNow

F
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WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S.)
A M/s ARJIT TRADERS
'!g.gr Head Office-

19-20A, SARVODAYA NAGARAWADHPURL Lucknow, UP- 226016

Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

Fabrication, Supply, Transportation, Site Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow String
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

1.8Joint Design Details : Sketch Showing arrangements of Parts, Weld Details

1.9Joint Preparation : As per IS: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-

ARJIT TRADERS

2001
& 15:9595-20
1.10 Welding Current : Type, DC, Polarity: Reverse
1.11 Welder Qualification ; FCAW As per IS: 7310 (Part-1)-1974, Is: 7307 (Part-1)-1974
1.12 Welding Parameters & Technique : (As Below)-

Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode | Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr. /min.) | StickOut | (Ltr. /min.)
No. (mm) {Volts) Jmin.) {mm)

1 2 3 4 5 7] 7 8
1 1.2 180-270 24-31 8.6 N/A 12 16
2 1.2 180-270 24-31 8.6 N/A 12 16
3 1.2 180-270 24-31 8.6 N/A 12 16
[ a 12 180270 | 2431 8.6 N/A 12 6 |

1.13 Provision of Run-on & Run-off tabs : Yes

1.14 Cleaning of weld bead before laying of next weld bead ; Yes

1.15 Root preparation before welding other side of groove weld ; N/A

1.16 Pre-heating & Interpass temperature = 100-150°C

1.17 Peening - N/A

1.18 Post weld treatment : N/A

1.19 Rectification of weld defect : By Grinding of the defective weld

And rectifying the weld as per
Cl. 32.2 of IS: 9595-96 using Bl
Class electrodes of specification
IRS M-28.2 after conducting D.P.

Test
1.20 Inspection of weld : Visual, D.P. Test, weld Size & weld
Profile.
1.21 Any other relevant detail i N/A

Hodlo Sﬂﬁ'ﬁﬂ'@ Tg TdTo

Asstt. Research Officer/M&C
AT / Ministry of Railways

F fo3oHToWo, GG /R.D.S O., Lucknow Q__,H__,
——
e . )
F Sn Divisional Engineer /VI
Northern Railway, Lucknow
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WELDING PROCEDURE SPECIFICATION SHEET
(W.P.S.S.)
A M/s ARJIT TRADERS
I~ Head Office-
19-20A, SARYODAYA NAGARAWADHPURIL, Lucknow, UP- 226016
ARJIT TRADERS Factory 5 ddre§g-
Khasra No. 844 Kali Paschim Near SGPGI, Rachareli Road, Lucknow, UP-226301

Fabrication. Su Transportation, Site Assembly, Field Welding, Erection & Laun;hin of 2x56.0m Span Bow Strin
Steel Girder for Project-*Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

Welding Procedure Specification No. : ARJIT{R&C/NR-LKO,J'ZxSE.Dm;’BSG[Unchahar;"WPSSBl
Drawing No. 3 RDSO/B-10428/6
1.0Weld Joint Description - Fillet — End Bottom Cross Beam (BCB3)- ISA
(150x150x15)mm welding with Bottom Long Beam & BCB3
1.1Base Metal ! IS: 2062, E35080 Fully Killed and Normalized & Base Metal
Thickness
1.2Welding Process : FCAW
1.3Welding Position 2 Horizontal, Vertical & Overhead
1.4Weld Location : Field
1.5Weld Size : 12Zmm
1.6Welding Consumable :
a) Electrode Wire : Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire
b) Drying Method : N/A
c) Flux Class i N/A
d) Type : N/A
e) Drying Method A N/A
f) Shielding Gas : CO2 99.8% Pure, Absolute Dry and Free from N2 as per IS:
307 GR.1
1.7Base Metal Preparation : Material to be cut straight & square by controlled gas

Cutting machine, Edge preparation to be done as per
sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.

Hodfo 3fer Tg 3To =
Asstt. Reseafch Officer/M&C rm
Ll FATeTd / Ministry of Railways i li

lo3oHTo¥o, FETE /R.D.S 0., Lucknow '
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WELDING PROCEDURE SPECIFICATION SHEET

(W.PS.S.)
A M/s ARJIT TRADERS
g Head Office-
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
ARJIT TRADERS Factorv Address-

Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road. Lucknow, UP-226301
Fabrication, Supply, Transportation Site Assembly. Field Welding, Erection & Launching of 2x56.0m Span Bow Strin
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway Lucknow Division.”

e

1.8Joint Design Details : Sketch Showing arrangements of Parts, Weld Details
1.9Joint Preparation : As per IS: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-
2001
8 1S:9595-20
1.10 Welding Current : Type, DC, Polarity: Reverse
1.11 Welder Qualification : FCAW As per IS: 7310 (Part-1)-1974, I5: 7307 (Part-1)-1974
1.12 Welding Parameters & Technigue : (As Below)-

Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr. /min.) | Stick Out (Ltr. /min.)
No. [mm) (Volts) /min.) {mm)

;- 2 3 4 5 6 7 8
‘ 1 12 180-270 24-31 8.6 N/A 12 16
[ 2 1.2 180-270 24-31 8.6 N/A 12 16
}7 3 1.2 180-270 24-31 8.6 N/A 12 16
4 1.2 180-270 24-31 8.6 NA | 12 16
1.13 Provision of Run-on & Run-off tabs 5 Yes
1.14 Cleaning of weld bead before laying of next weld bead : Yes
1.15 Root preparation before welding other side of groove weld : N/A
1.16 Pre-heating & Interpass temperature - 100-150°C
1.17 Peening - N/A
1.18 Post weld treatment : N/A
1.19 Rectification of weld defect : By Grinding of the defective weld

And rectifying the weld as per
cl. 32.2 of IS: 8595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.

Test
1.20 Inspection of weld : Visual, D.P. Test, weld Size & weld
Profile.
1.21 Any other relevant detail 2 N/A

woslo mﬁm v v

Asst. Reseafch Officer/M&C
HHATed / Ministry of Railways
lo§foHToWo, eT@% /R.D.S 0., Lucknow

L

—

Qr

Sr. Divisional Engineer/VI

horthern Railway, Lucknow
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WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S.)
A M/s ARJIT TRADERS
;:g' Head Office-
19-20A, SARVODAYA NAG.*\RAW'ADHPII'R!, Lucknow, UP- 226!][6
ARJIT TRADERS

Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road,

Lucknow, UP-226301

Fabrication. Su Transportation. Site Assembl

Field Weldin
Steel Girder for Project-“Construction of ROB (6-Lane) at Ra

Erection & Launching o
ilway KM. 74/2-3 Between Unchahar-Jalalpur Dhai

a0 Section. Northern Railway, Lucknow Division.”

Station near Unchahar Railway Station on Unchahar-Unn
Welding Procedure Specification No. :
Drawing No.
1.0Weld Joint Description

1.1Base Metal

1.2Welding Process

1.3Welding Position

1.4Weld Location

1.5Weld Size

1.6Welding Consumable
a) Electrode Wire

b)
c)
d)
e)

f)

Drying Method
Flux Class
Type

Drying Method
Shielding Gas

1.7Base Metal Preparation

ARJIT}R&C{NR-LKO{ExSG.Um!BSG[UnchaharfWP55f32
RDSO/B-10428/6

Fillet — End Bottom Cross Beam (BCB3)-Stiffener welding
with Bottom Long Beam & BCB3

1S: 2062, E350B0 Fully Killed and Normalized & Base Metal
Thickness

FCAW

Horizontal, Vertical & Overhead

Field

20mm

Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire

N/A

N/A

N/A

N/A

CO?2 99.8% Pure, Absolute Dry and Free from N2 as per IS:
307 GR.1

Material to be cut straight & square by controlled gas
Cutting machine, Edge preparation to be done as per
sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.

& OF BC B3
I
: __.,}11
e ..'H - 7 ; - i
:. e ot
! [ TT 1 F T 4£150x150x15 WELDED
| l‘f‘ {1 i 1 | | | oN ALL SIDES COF 12Zmm
=21 =211 |-
E= =1 i
= 1 =4 | I !I
| e 1 ] . | |
. | 2l i X—GIRPER OMLY
| | BOTTOM HLANGE
k2 WELOED OF 12mm

CONNECTION

{SCALE

Q. |

i
}
|
|

Brz
B2

SECTION H-

oo fey vq 3™To

Asstt. Reseafch Officer/M&C

1 AT / Ministry of Railways
fodfoHTo%o, T&% /R.D.S O., Lucknow

DETAILS - BC B3

.Q-.,s.._#'
T

Sr. Divisional Engine
Northern Railway, Luck

VI

W

D
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WELDING PROCEDURE SPECIFICATION SHEET
(W.P.S.S.)

A M/s ARJIT TRADERS
E\gv Head Office-
19-20A, SARVODAYA NAGA RAWADHPURI, Lucknow, UP- 226016

ARJIT TRADERS Factory Address-

Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301
Fabrication, Su Transportation, Site Assembly, Field Welding, Erection & Launching of 2%56.0m Span Bow Strin
Steel Girder for Project-**Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

1.8Joint Design Details 3 Sketch Showing arrangements of Parts, Weld Details

1.9Joint Preparation : As per IS: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-

2001
& 15:9595-20
1.10 Welding Current : Type, DC, Polarity: Reverse
1.11 Welder Qualification : FCAW As per IS: 7310 (Part-1)-1974, IS 7307 (Part-1)-1974
1.12 Welding Parameters & Technique : (As Below)-
Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr. /min.) | Stick Out (Ltr. /min.)
No. (mm) (Volts) /min.) (mm)

1 2 3 4 5 6 7 8

1 1.2 180-270 24-31 8.6 N/A 12 16
T 2 1.2 180-270 24-31 8.6 N/A 12 16

3 1.2 180-270 24-31 2.6 N/A 12 16
| 4 12 180-270 24-31 8.6 N/A 12 16
1.13 Provision of Run-on & Run-off tabs 7 Yes
1.14 Cleaning of weld bead before laying of next weld bead : Yes
1.15 Root preparation before welding other side of groove weld 2 N/A
1.16 Pre-heating & Interpass temperature : 100-150°C
1.17 Peening : N/A
1.18 Post weld treatment : N/A
1.19 Rectification of weld defect ; By Grinding of the defective weld

And rectifying the weld as per
cl. 32.2 of IS: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.

Test
1.20 Inspection of weld £ Visual, D.P. Test, weld Size & weld
Profile.
1.21 Any other relevant detail 8 N/A

wosfo mﬁfm_x v v

Asstt. Reseafch Officer/M&C
e AT / Ministry of Railways
fogfoHTo%o, oT@d /R.D.S O., Lucknow

(=

—

Sr. Divisional Engineer /VI

I : Northern Railway, Lucknow
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WELDING PROCEDURE SPECIFICATION SHEET
(W.P.S.S.)
M/s ARJIT TRADERS
'%g' Head Office-
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
ARJIT TRADERS Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Racbareli Road, Lucknow, UP-226301

Fabrication, Su Transportation. Site Assembl Field Welding, Erection & Launchin of 2x56.0m Span Bow Strin
Steel Girder for Project-*Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

Welding Procedure Specification No. g ARJIT/R&C[NR—LKO/ZxSGADmeSGIUnchahar/WPSS[33
Drawing No. ; RDSO/B-10428/4
1.0Weld Joint Description : Fillet — Cover Plate at LO
1.1Base Metal : IS: 2062, E35080 Fully Killed and Normalized & Base Metal
Thickness
1.2Welding Process : FCAW
1.3Welding Position : Horizontal, Vertical & Overhead
1.4Weld Location : Field
1.5Weld Size : 22mm
1.6Welding Consumable 1
a) Electrode Wire : Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire
b) Drying Method : N/A
c) Flux Class : N/A
d) Type : N/A
e) Drying Method : N/A
f) Shielding Gas : CO2 99.8% Pure, Absolute Dry and Free from N2 as per [S:
307 GR.1
1.7Base Metal Preparation ; Material to be cut straight & square by controlled gas
Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.

Hoslo Wﬁ%ﬁ v w@o

Assit. Research Officer/M&C
X HaTerd / Ministry of Railways
fodfoRo¥o, TT&% /R.D.S 0., Lucknow

(Ea

: Sr. Divisional Enginesf /VI

Northern Railway, l.ucqow

ELEVATION - JOINT LO
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WELDING PROCEDURE SPECIFICATION SHEET
(W.P.S.S)

A M/s ARJIT TRADERS
w Head Office-
19-20A, SARVODAYA NAGARAWADHPURL, Lucknow, UP- 226016
ARJIT TRADERS Factorv Address-
Khasra No. 844 Kali Paschim Near SGPGIL, Racbareli Road, Lucknow, UP-226301
Fabrication, Supply, Transportation, Site Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow Strin
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

1.8Joint Design Details : Sketch Showing arrangements of Parts, Weld Details
1.9Jaint Preparation 4 As per IS: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-
2001
& 1S:9595-20
1.10 Welding Current : Type, DC, Polarity: Reverse
1.11 Welder Qualification : FCAW As per IS: 7310 (Part-1)-1974, IS; 7307 (Part-1)-1974
1.12 Welding Parameters & Technique H (As Below)-

Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow_‘
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr. /min.) | StickOut | (Ltr. fmin.)
No. (mm) (Valts) Jmin.) {mm)

1 2 3 & 5 6 7 8
1 1.2 180-270 24-31 8.6 N/A 12 16
2 1.2 180-270 24-31 8.6 N/A 12 16
3 1.2 180-270 24-31 8.6 N/A 12 16
4 1.2 180-270 24-31 8.6 N/A 12 16

1.13 Provision of Run-on & Run-off tabs - Yes

1.14 Cleaning of weld bead before laying of next weld bead ; Yes

1.15 Root preparation before welding other side of groove weld ; N/A

1.16 Pre-heating & Interpass temperature : 100-150°C

1.17 Peening : N/A

1.18 Post weld treatment : N/A

1.19 Rectification of weld defect : By Grinding of the defective weld

And rectifying the weld as per
Cl. 32.2 of I5: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.

Test
1.20 Inspection of weld ! Visual, D.P. Test, weld Size & weld
Profile.
1.21 Any other relevant detail : N/A

HodHo ey g ]l
Asstt. Reseatch Officer/M&C
el HATETT / Ministry of Railways
fo3foHToto, @4 /R.D.S O., Lucknow QE"FJ

Sr. Divisional Engineer VI

~rr Pailwav |rj(‘3{n,_n_\‘,\v-
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WELDING PROCEDURE SPECIFICATION SHEET

ARJIT TRADERS

(W.P.S.S)
A M/s ARJIT TRADERS
w Head Office-
19-20A. SARVODAYA NAGARAWADHPURI, Lucknow, UP-226016
Factory Address-
| Khasra No. 844 Kali Paschim Near SGPGI, Racbareli Road, Lucknow, UP-226301 |

Fabrication, Supply, Transportation, Site Assembly. Field Welding, Erection & Launching of 2x56.0m Span Bow String
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Beiween Unchahar-Jalalpur Dhai

a0 Section. Northern Railwav, Lucknow Division.”

Station near Unchahar Railway Station on Unchahar-Unn
Welding Procedure Specification No. :
Drawing No.
1.0Weld Joint Description

1.1Base Metal

1.2Welding Process

1.3Welding Position

1.4Weld Location

1.5Weld Size

1.6Welding Consumable
a) Electrode Wire

b) Drying Method
¢) Flux Class

d) Type

e) Drying Method
f) Shielding Gas

1.7Base Metal Preparation

Ho3Io] B1fe) Tq To " ; ; SECJ;ON
Asstt JRasearch Officer/M&C
I 3 AT,/ Ministry of Railways

lo3foHTo¥iol [eT&+Td / R.D.S O., Lucknow

ARJIT;’R&C[NR—LKO/ZXSG.Om!BSG{UnchaharfWPSSde
RDSO/B-10428/4

Fillet — Stiffener at LO with Bottom Long Beam & Arch
Beam

1S: 2062, E35080 Fully Killed and Normalized & Base Metal
Thickness

FCAW

Horizontal, Vertical & Overhead

Field

18mm

Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire

N/A

N/A

N/A

N/A

C02 99.8% Pure, Absolute Dry and Free from N2 as per IS:
307 GR.1

Material to be cut straight & square by controlled gas
Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.

feor

Sr. Divisional Engineer /v ||
Northern Railway, l.ucknow
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WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S.)
A M/s ARJIT TRADERS
w Head Office-
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow. UP- 226016
ARJIT TRADERS Fac[onl Address-

Khasra No. 844 Kali Paschim Near SGPGIL, Racbareli Road, Lucknow, UP-226301

Fabrication, Su Transportation, Site Assembly, Field Welding, Erection & Launching of 2x56.0m Span Bow Strin
Steel Girder for Project-“Construction_of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railwa Station on Unchahar-Unnao Section, Nerthern Railway, Lucknow Division.”

1.8Joint Design Details : Sketch Showing arrangements of Parts, Weld Details
1.9Joint Preparation : As per IS: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-
2001
& 1S: 9595-20
1.10 Welding Current : Type, DC, Polarity: Reverse
1.11 Welder Qualification : : FCAW As per |S: 7310 (Part-1)-1974, 15: 7307 (Part-1)-1974
1.12 Welding Parameters & Technique : (As Below)-

Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed [mtr. (mtr. /min.) | Stick Out (Ltr. /min.)
No. (mm) (Volts) Jmin.) (mm)

1 2 3 4 5 6 7 8
1 1.2 180-270 24-31 8.6 N/A 12 16
2 1.2 180-270 24-31 8.6 N/A 12 16
3 1.2 180-270 24-31 8.6 N/A 12 | 16

| 4 i 180-270 | 2431 8.6 N/A 12 | 16

1.13 Provision of Run-on & Run-off tabs : Yes

1.14 Cleaning of weld bead before laying of next weld bead : Yes

1.15 Root preparation before welding other side of groove weld - N/A

1.16 Pre-heating & Interpass temperature : 100-150°C

1.17 Peening : N/A

1.18 Post weld treatment : N/A

1.19 Rectification of weld defect § By Grinding of the defective weld

And rectifying the weld as per
Cl. 32.2 of 15: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.

Test
1.20 Inspection of weld ; Visual, D.P. Test, weld Size & weld
Profile.
1.21 Any other relevant detail : N/A

Hodjo 3Tfex g ¥dlo

Assit. Research Officer/M&C

¥l HATeT,/ Ministry of Railways
fodfoHTo%o, TT&7% /R.D.S O., Lucknow

e

Sr. Divisional Engineer/VI
Northern Railway, L.ucknow
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WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S.)
A M/s ARJIT TRADERS
?.gv Head Office-

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
ARJIT TRADERS Factory Address-
o 's Khasra No. 844 Kali Paschim Near SGPGI, Raebarcli Road, Lucknow, UP-226301
Fabrication, Supply, Transportation Site Assembly, Field Welding, Erection & Launching of 2x56.
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railwav, Lucknow Division.”

Welding Procedure Specification No. : ARJIT/R&C/NR-LKO/ZXSG.Dm{BSG/’Unchahar/WPSS/BS
Drawing No. : RDSO/B-10428/4
1.0Weld Joint Description : Fillet — 6mm Cover Plate at LO
1.1Base Metal : IS: 2062, E35080 Fully Killed and Normalized & Base Metal
Thickness
1.2Welding Process : FCAW
1.3Welding Position ; Horizontal, Vertical & Overhead
1.4Weld Location : Field
1.5Weld Size : 6mm
1.6Welding Consumable ;
a) Electrode Wire 3 Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire
b) Drying Method ; N/A
¢) FluxClass : N/A
d) Type : N/A
e) Drying Method : N/A
f) Shielding Gas : CO2 99.8% Pure, Absolute Dry and Free from N2 as per IS:
307 GR.1
1.7Base Metal Preparation : Material to be cut straight & square by controlled gas

Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.

@odo aﬁﬁm @ ¥

P ATE  Asstl. Research Officer/M&C
e Ao / Ministry of Railways
[o3{oRT0¥0, g% /R.D.S O., Lucknow

Sr. Divisional Engineer|JVI

e . w2l s i I,
i - P % ,_ A N\ [,"—‘herr‘ z|_.,....,_ ¢ Voipbemd
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WELDING PROCEDURE SPECIFICATION SHEET o

(W.P.S.S)
& M/s ARJIT TRADERS
ﬁ Head Office-

19-20A, SARVODAYA NAGARAWADHPURIL, Lucknow, UP- 226016

ARJIT TRADERS Factory Address-

Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301
i i v. Field Welding, Erection & Launching of 2x56.0m Span Bow Strin
Steel Girder for Project- “Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”
1.8Joint Design Details i Sketch Showing arrangements of Parts, Weld Details
1.9Joint Preparation - As per 1S: 4353-1895, CL-7, |RS B1-2001, CL-17 & WBC-

2001
& 15:9595-20
1.10 Welding Current 4 Type, DC, Polarity: Reverse
1.11 Welder Qualification A s FCAW As per 1S: 7310 (Part-1)-1974, IS: 7307 (Part-1)-1874
1.12 Welding Parameters & Technique C (As Below)-

Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow_‘
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr. /min.) | Stick Out (Ltr. /min.)
No. (mm) (Volts) Jmin.) | (mm)

1 2 3 4 5 6 7 8

| 1 1.2 180-270 24-31 8.6 N/A 12 16

I 1.2 180-270 24-31 8.6 N/A 12 16
3 1.2 180-270 24-31 8.6 N/A 12 16
4 1.2 180-270 24-31 8.6 N/A 12 16

1.13 Provision of Run-on & Run-off tabs : Yes

1.14 Cleaning of weld bead before laying of next weld bead 3 Yes

1.15 Root preparation before welding other side of groove weld 2 N/A

1.16 Pre-heating & Interpass temperature : 100-150°C

1.17 Peening : N/A

1.18 Post weld treatment ) N/A

1.19 Rectification of weld defect d By Grinding of the defective weld

And rectifying the weld as per
Cl. 32.2 of 1S: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.

Test
1.20 Inspection of weld ; Visual, D.P. Test, weld Size & weld
Profile.
1.21 Any other relevant detail ; N/A
Hodfo I7fer Tq ThTe
Asstt, Reseatch Officer/M&C :
& HATEY / Ministry of Railways —

lo3foHToWo, FE@T% /R.D.S O., Lucknow

Sr. Divisional Engineer /VI
Northern Railway, Lucknow
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WELDING PROCEDURE SPECIFICATION SHEET

ARJIT TRADERS

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016

(W.P.S.S.)
M/s ARJIT TRADERS
Head Office-

Factory Address-
him Near SGPGI, Raebareli Road, Lucknow, UP-226301

Transportation

Station near Unchahar Railway Station on
Welding Procedure Specification No.
Drawing No.

1.0Weld Joint Description

1.1Base Metal

1.2Welding Process

1.3Welding Position

1.4Weld Location

1.5Weld Size

1.6Welding Consumable
a) Electrode Wire

Drying Method
Flux Class
Type

Drying Method
Shielding Gas

1.7Base Metal Preparation

Khasra No. 844 Kali Pasc
iogn. Site A
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Lnc

ssembly, Field Welding, Erection & Launching of 2x56.0m Span Bow Strin

hahar-Jalalpur Dhai
Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

ARJIT;’R&C{NR—LKO;’ZxSG.Omf’BSG/Unchahar!WPSSBE
RDSO/B—10428)'5

Splice loint in End Bottom Cross Beam (BCB-3)

1S: 2062, E35080 Fully Killed and Normalized & Base Metal
Thickness

FCAW

Horizontal, Vertical & Overhead

Field

20/25mm

Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire

N/A

N/A

N/A

N/A

CO?2 99.8% Pure, Absolute Dry and Free from N2 as per I5:
307 GR.1

Material to be cut straight & square by controlled gas
Cutting machine, Edge preparation to be done as per
sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, ﬁotches, mill scale, grease, paint,
Rust etc. which may affect weld quality.

Assit. Reseafch Officer/M&C
X AT / Ministry of Railways
fo3joHTo%o, o7& /R.D.S O., Lucknow

JR
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DETAILS OF SPLICE SECTION 9-8
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WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S.)
M/s ARJIT TRADERS
Head Office-
19-20A, SARVODAYA NAGA RAWADHPURI, Lucknow, UP- 226016
Factory Address-
Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

A
3

ARJIT TRADERS

F
S
S

teel Girder for Project-“Construction of ROB (6-Lane) at Railway

abrication, Su

Transportation, Site Assembly. Field Welding, Erection & Launchin of 2x56.0m Span Bow Strin

KM. 74/2-3 Between Unchahar-Jalalpur Dhai

tation near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

1.8Joint Design Details : Sketch Showing arrangements of Parts, Weld Details

1.9Joint Preparation As per 15: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-
2001

& 15: 9595-20
Type, DC, Polarity: Reverse
FCAW As per 1S: 7310 (Part-1)-1974, IS: 7307 (Part-1)-1974

1.10 Welding Current
1.11 Welder Qualification

1.12 Welding Parameters & Technique (As Below)-

[ weld | Electrode/ Current | Arc Wire Feed Travel Sﬁeed Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. | (mtr. /min.) | Stick Out (Ltr. /min.)
No. (mm) (Volts) Jmin.) (mm)

1 2 3 4 5 6 7 8
1 1.2 180-270 24-31 8.6 N/A 12 16
2 1.2 180-270 24-31 8.6 N/A 12 16
3 1.2 180-270 24-31 8.6 N/A 12 16

| 4 12 180-270 2431 8.6 N/A 12 16

1.13 Provision of Run-on & Run-off tabs Yes

1.14 Cleaning of weld bead before laying of next weld bead Yes

1.15 Root preparation before welding other side of groove weld N/A

1.16 Pre-heating & Interpass temperature 100-150°C

1.17 Peening N/A

1.18 Post weld treatment N/A

1.19 Rectification of weld defect

1.20 Inspection of weld

1.21 Any other relevant detail

By Grinding of the defective weld
And rectifying the weld as per
Cl.32.2 of I5: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.
Test

Visual, D.P. Test, weld Size & weld
Profile.

N/A

Fodio IAfeN LEREIC
Asstl. Reseafch Officer/M&C
el AT / Ministry of Railways

fo3foHTo%o, o7& /R.D.S 0., Lucknow

}gQ:.’:_

Divisional Engineer /VI
Northern Railway, Lucknow
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WELDING PROCEDURE SPECIFICATION SHEET

==

ARJIT TRADERS

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016

(W.P.S.S)
M/s ARJIT TRADERS
Head Office-

Factory Address-

cknow, UP-226301

Transportation, Site

Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lu

Steel Girder for Project-“Construction of ROB (6-Lane) at Railway

& Launchin of 2x56.0m Span Bow Strin
KM. 74/2-3 :Between Unchahar-Jalalpur Dhai

Erection

Station near Unchahar Railway Station on
Welding Procedure Specification No.
Drawing No.
1.0Weld Joint Description
1.1Base Metal

1.2Welding Process

1.3Welding Position

1.4Weld Location

1.5Weld Size

1.6Welding Consumable
a) Electrode Wire

b) Drying Method

Flux Class
Type

Drying Method
Shielding Gas

1.7Base Metal Preparation

DETA

Rogfo wﬁﬁw v v

Assit. Reseafch Officer/M&C
HAATerd / Ministry of Railways
lo3{oRTo%o, &% /R.D.S 0., Lucknow = |

" SP1- ELEVATION

Unchahar-Unnao Section, Northern Railway, Lucknow Division.”
ARJIT/R&C/NR-LKO/2x56.0m/BSG/Unchahar/WPSS/37
RDSO/B-10428/6
Splice Joint in Int. Bottom Cross Beam (BCB-1&2)
1S: 2062, E350B0 Fully Killed and Normalized & Base Metal
Thickness
FCAW
Horizontal, Vertical & Overhead
Field
14/22mm

Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire

N/A

N/A

N/A

N/A

CO2 99.8% Pure, Absolute Dry and Free from N2 as per IS:
307 GR.1

Material to be cut straight & square by controlled gas
Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.

350
e
wri |
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Sr. Divisional Engineer/VI
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WELDING PROCEDURE SPECIFICATION SHEET
(W.P.S.S.)

A M/s ARJIT TRADERS
;g' Head Office-

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
ARJIT TRADERS Factorv Address-

Khasra No. 844 Kali Paschim Near SGPGL Racbareli Road. Lucknow, UP-226301
Transportation, Site Assembly, Field Weldin Erection & Launching of 2x56.0m Span Bow Strin
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railwav Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

1.8Joint Design Details 2 Sketch Showing arrangements of Parts, Weld Details
1.9Joint Preparation : As per IS: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-
2001
& 15:9595-20
1.10 Welding Current z Type, DC, Polarity: Reverse
1.11 Welder Qualification ; FCAW As per IS: 7310 (Part-1)-1974, IS: 7307 (Part-1)-1974
1.12 Welding Parameters & Technique i (As Below)-

Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr. /min.) | Stick Out {Ltr. /min.)
No. (mm) (Volts) Jmin.) (mm)

1 2 3 4 5 6 7 8
1 1.2 180-270 24-31 8.6 N/A 12 16
P 12 180-270 24-31 8.6 N/A 12 16
3 1.2 180-270 24-31 8.6 N/A 12 16

|4 2 180-270 24-31 8.6 N/A 12 16

1.13 Provision of Run-on & Run-off tabs : Yes

1.14 Cleaning of weld bead before laying of next weld bead : Yes

1.15 Root preparation before welding other side of groove weld § N/A

1.16 Pre-heating & Interpass temperature : 100-150°C

1.17 Peening : N/A

1.18 Post weld treatment : N/A

1.19 Rectification of weld defect ; By Grinding of the defective weld

And rectifying the weld as per
Cl. 32.2 of I15: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.

Test
1.20 Inspection of weld i Visual, D.P. Test, weld Size & weld
Profile.
1.21 Any other relevant detail : N/A

Hodfo fer Tq IATo

Asstt. Reseafch Officer/M&C

il HATeTd / Ministry of Railways
[odfoRTo¥o, TE% /R.D.S O., Lucknow

——

Sr. Divisional Engineer '/VI

Jmeth P -
Northern Railway, Lucknow
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WELDING PROCEDURE SPECIFICATION SHEET
(W.P.S.S.)
A M/s ARJIT TRADERS
=~ Head Office- _
19-20A. SARVODAYA NAGARAWADIPURI, Lucknow, UP- 226016
ARJIT TRADERS li‘actonr Address-
Khasra No. 844 Kali Paschim Near SGPGI, Rachareli Road, Lucknow, UP-226301
Fabrication, Supply, Trans i i Field Welding, Erection & Launching of 2x56.0m

Steel Girder for Project-*Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai
Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

Welding Procedure Specification No. : ARJITIR&C;’NR-LKO;’ZXSE.Bm/BSG/Unchahar/WPSSBS
Drawing No. : RDSO/B-10428/1
1.0Weld Joint Description - ISMC-150mm Welding With Bottom Cross Beams
1.1Base Metal . : 1S: 2062, E35080 Fully Killed and Normalized & Base Metal
Thickness
1.2Welding Process ’ FCAW
1.3Welding Position 3 Horizontal, Vertical & Overhead
1.4Weld Location : Field
1.5Weld Size : Bmm
1.6Welding Consumable :
a) Electrode Wire : Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.
1.2mm, FCAW Wire
b) Drying Method : N/A
¢) FluxClass : N/A
d) Type 3 N/A
e) Drying Method : N/A
f) Shielding Gas : CO2 99.8% Pure, Absolute Dry and Free from N2 as per IS:
307 GR.1
1.7Base Metal Preparation ; Material to be cut straight & square by controlled gas

Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality.

/——INTERMEDIATE BOTTOM CROSS BEAM—\
~— 2 Nos. ISMC 150 — ;

Hodlo mﬁaﬂg Td Wie I '
Asstt. Research Officer/M&C g E i g §

e FATer / Ministry of Railways .
[o3foHTo¥o, T&% /R.D.S 0., Lucknow

ELEVATION SHOWING ISMC 150 -
k TO BE PLACED CRISS-CROSS Sr.Divisional Englfee /s
Q. Jorthern Rallway, |Jicknow
LI
' Ec’f";_;i.:.’.".;\;”'.l Page 75 of 78
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WELDING PROCEDURE SPECIFICATION SHEET

ARJIT TRADERS

(W.P.S.S.)
A M/s ARJIT TRADERS
;‘g' Head Office-

19-20A. SARVODAYA NAGARAWADHPU RI, Lucknow, UP- 226016
Factory Address-

Khasra No. 844 Kali Paschim Near SGPGI, Racbareli Road, Lucknow, UP-226301

Fabrication, Su Transportation, Site Assembl

Field Weldin

1.8Joint Design Details
1.9Joint Preparation
2001

1.10 Welding Current
1.11 Welder Qualification

Erection & Launching of 2x56.0m Span Bow Strin
Steel Girder for Project-“Construction of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai

Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railway, Lucknow Division.”

Sketch Showing arrangements of Parts, Weld Details
As per IS: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-

& 15:9595-20

Type, DC, Polarity: Reverse
FCAW As per IS: 7310 (Part-1)-1974, IS: 7307 (Part-1)-1974

1.12 Welding Parameters & Technique (As Below)-

Weld | Electrode/ Current Arc Wire Feed Travel Speed | Electrode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr. /min.) | Stick Out {Ltr. fmin.)
No. (mm) (Volts) /min.) (mm)

1 2 3 4 5 6 7 8
1 1.2 180-270 24-31 8.6 N/A 12 16
2 12 180-270 24-31 8.6 N/A 12 16
3 12 180-270 24-31 8.6 N/A 12 16
4 1.2 180-270 24-31 8.6 N/A 12 16

1.13 Provision of Run-on & Run-off tabs

1.16 Pre-heating & Interpass temperature
1.17 Peening

1.18 Post weld treatment

1,19 Rectification of weld defect

1.20 Inspection of weld

1.21 Any other relevant detail

Toslo &ﬁ%ﬂ v v

Asstt. Research Officer/M&C
FATeTd / Ministry of Railways
[o3foH[o¥o, &&@T% /R.D.S O., Lucknow

1.14 Cleaning of weld bead before laying of next weld bead
1.15 Root preparation before welding other side of groove weld

Yes
Yes
N/A
100-150°C
N/A
N/A

By Grinding of the defective weld
And rectifying the weld as per

Cl. 32.2 of 1$: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.

Test

Visual, D.P. Test, weld Size & weld

Profile.
N/A

A=
—_—

Sr. Divisional Engineer/VI
Northern Railway, lL.ucknow
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WELDING PROCEDURE SPECIFICATION SHEET
(W.P.SS.)
A M/s ARJIT TRADERS
’\?’ Head Office-

ARJIT TRADERS

19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
Factory Address-

Khasra No. 844 Kali Paschim Near SGPGI, Raebareli Road, Lucknow, UP-226301

Fabrication, Su

Transportation, Site Assembl
Steel Girder for Project-*Construction of ROB (6-Lane) at Railway

Field Weldin

Erection & Laun hing of 2x56.0m Span Bow Strin
KM. 74/2-3 Between Unchahar-Jalalpur Dhai

a0 Section, Northern Railway, Lucknow Division.”

Station near Unchahar Railway Station on Unchahar-Unn
Welding Procedure Specification No. 1

Drawing No.

1.0Weld Joint Description

1.1Base Metal

1.2Welding Process
1.3Welding Position
1.4Weld Location
1.5Weld Size

RDSO/B-10428/4

Thickness
FCAW

Horizontal, Vertical & Overhead

Field
18mm

1.6Welding Consumable

a) Electrode Wire

b) Drying Method
c) Flux Class

d) Type

e) Drying Method
f) Shielding Gas

1.7Base Metal Preparation

Class-1 of IRS M46-2013, Grade-E71T-12, Steel Wire Dia.

1.2mm, FCAW Wire
N/A
N/A
N/A
N/A

CO2 99.8% Pure, Absolute Dry and Free from N2 as per IS:

307 GR.1

Hodfo m@mg e ¥¥dTo

Asstt. Reseafch Officer/M&C
Ec 'Elm/M.lnisIry of Railways
lo3foH[o¥o, &&T% /R.D.S O., Lucknow

ELEVATICN - JOINT LD

ARJIT/R&C/NR-LKO/2x56.0m/BSG/Unchahar/WPSS/39

Fillet — Arch Beam Welding With Bottom Long Beam
IS: 2062, E350B0 Fully Killed and Normalized & Base Metal

Material to be cut straight & square by controlled gas
Cutting machine, Edge preparation to be done as per
Sketch. All Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale, grease, paint,
Rust etc. which may affect weld quality-

o

Sr. Divisional Enginee
Northern Railway, lLuck
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ARJIT TRADERS

WELDING PROCEDURE SPECIFICATION SHEET

(W.P.S.S)
M/s ARJIT TRADERS
Head Office-
19-20A, SARVODAYA NAGARAWADHPURI, Lucknow, UP- 226016
Factory Address-

Khasra No. 844 Kali Pasch]m Near SGPGI, Racbxrch Road, Lucknow, UP-226301

Fabrication, Su

Erection & Launching of 2x56.0m Span Bow Strin
Steel Girder for [’rmect-“Censtructwn of ROB (6-Lane) at Railway KM. 74/2-3 Between Unchahar-Jalalpur Dhai

1.8Jaint Design Details
1.9Joint Preparation

2001

1.10 Welding Current
1.11 Welder Qualification

Station near Unchahar Railway Station on Unchahar-Unnao Section, Northern Railwf'av, Lucknow Division.”
Sketch Showing arrangements of Parts, Weld Details

As per 15: 4353-1995, CL-7, IRS B1-2001, CL-17 & WBC-

& 15: 9555-20
Type, DC, Polarity: Reverse

FCAW As per IS: 7310 (Part-1)-1974, IS: 7307 (Part-1)-1974

1.12 Welding Parameters & Technigue (As Below)-

Weld | Electrode/ Current Arc Wire Feed Travel Speed | Elecirode Gas Flow
Pass Wire Dia. (Amp.) Voltage Speed (mtr. (mtr. /min.) | Stick Out | (Ltr. /min.)
No. (mm) (Volts) /min.) {mm)

1 2 3 4 5 6 7 8
1 1.2 180-270 24-31 8.6 N/A 12 16
2 1.2 180-270 24-31 8.6 N/A 12 16
3 13 180-270 2431 8.6 N/A 12 16
4 1.2 180-270 24-31 8.6 N/A 12 16

1.13 Provision of Run-on & Run-off tabs Yes

1.14 Cleaning of weld bead before laying of next weld bead Yes

1.15 Root preparation before welding other side of groove weld N/A

1.16 Pre-heating & Interpass temperature 100-150°C

1.17 Peening N/A

1.18 Post weld treatment N/A

1.19 Rectification of weld defect

1.20 Inspection of weld

1.21 Any other relevant detail

By Grinding of the defective weld

And rectifying the weld as per
Cl. 32.2 of IS: 9595-96 using B1
Class electrodes of specification
IRS M-28.2 after conducting D.P.

Test

Profile.

N/A

Hosfo mﬁm LEIRIC)

Asstt, Reseafch Officer/M&C
ke 'E_ﬂ?m/ Ministry of Railways
lo3foRTo¥o, &% /R.D.S O., Lucknow

Visual, D.P. Test, weld Size & weld

e

Sr. Divisional Engineer/VI
Northern Railway, Lucknow
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