DISCLAIMER

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



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



Railway BOW STRING GIRDER
(with SV Loading and Congestion Factor)
48.0m clear span 3 lane
Model WPSS No: RDSO/Infra-ll/IB&S/ROB/BSG/
WPSS/48.0series (52 Nos)



QUALITY ASSUARANCE PLAN (QAP)

WELDING PROCEDURE SPECIFICATION SHEET (WPSS) |

/

CONSTRUCTION OF ROB AND ITS APPROACHES IN LIEU
OF LEVEL CROSSING NO. 21/SPL/E AT KM 338.600 OF
NH-60 IN THE STATE OF WEST BENGAL

" Job No. NH-60/(WB)/(10)/15-16-020-S&R(B)
LOA MEMO No. 67/W-250 DATED 10-02-2021.

CLIENT:

OFFICE OF THE SUPERINTENDING ENGINEER,
“NH CIRCLE NO I, PUBLIC WORKS (ROADS) DIRECTORATE,
SARAK BHAWAN, LAMBODARPUR, SURI, BIRBHUM - 711101

CONTRACTOR:

S. S. CIVIL CONSTRUCTIONS PVT. LTD.

-_—

1/4 NRITYA GOPAL CHATTERJEE LANE, KOLKATA - 700037

/ FABRICATOR:
Bhartia Infra Projects Ltd.
JL 32, Mouza Barunda, PO Bagnan, Howrah - 711303.




(WPSS)

WORKSHOP WELDING i

i
2X48.0m BOW STRING STEEL GIRDER

RDSO DRG. NO. RDSO/B - 10429 (SERIES) “ CLASS — A AND 70R LOADING
SPECIAL CLASS 385 TONE” ] ‘

BHARTIA INFRA PROJECTS LTD @
(WEST BENGAL) e

22N0 PSS - W7 KR




WELDING PROCEDURE SPECIFICATION SHEET (WPSS)

(WORKSHOP WELDING)

2 X 48.0m BOW STRING STEEL GIRDER 3 LANE

RDSO DRG. NO. RDSO/B - 10429 (SERIES) “ CLASS — A AND 70R LOADING AND SPECIAL CLASS

LOADING OF 385 TONE ”

BHARTIA INFRA PROJECTS LTD

NAME OF THE WORK :

NAME OF AGENCY :

CLIENT :

" LOA MEMO NO. :

RDSO. DRG. NO. :

NAME OF FABRICATOR

PLACE OF INSPECTION :

(WEST BENGAL)

CONSTRUCTION OF PROPOSED ROB AND IT’S APPROACHES IN
REPLACEMENT OF EXISTING LEVEL CROSSING GATE NO. - 21 SPL/E
IN SURI AT KM. 338 OF NH-60 BETWEEN KACHUJARA - SURI
STATION.

S.5. CIVIL CONSTRUCTION PVT, LTD, 1/4, NRITYA GOPAL
CHATTERIJEE LANE, KOLKATA - 700037

SUPERINTENDING ENGINEER, NATIONAL HIGHWAY CIRCLE NO.
Il, PW (ROADS) DIRECTORATE, GOVT. OF WEST BENGAL, SARAK
BHAWAN, LAMBODARPUR, SURI, BIRBHUM

67/W-250 DATED - 10.02.2021

RDSO/B - 10429 (SERIES) BOW STRING STEEL GIRDER

: BHARTIA INFRA PROJECT LIMITED
JL-32, MOUZA BARUNDA, BAGNAN HO wy’/

WEST BENGAL - 711303

——

BHARTIA INFRA PROJECT LIMITED
JL-32, MOUZA BARUNDA, BAGNAN HQWRA
WEST BENGAL - 711303
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WELDING PROCEDURE SPECIFICATION SHEET

WORKSHOP WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
LOA Memo No: 67/W-250 Dated - 10.02.2021
Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037
Name & address of fabricator :  Bhartia Infra Projects Ltd //
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. :  BIPL/WORKSHOP/LC - 21 SPL/E/SURI/48M.BSG/WPSS/01
1. Drawing No. : Drg. No. RDSO/B — 10429 (Series)
2. Weld joint description : 5 mm Tack Weld on all fillet Joints
3. Base Metal :  1S2062-2011, Gr. E 350 BO for Plate section and E 250 BO for

Rolled Section
4. Welding Process :  FCAW
5. Welding Position :  Horizontal

6. Welding Consumable ;

6.1 Electrode/Wire :  Class : 10of IRS M:46 - 2020
Type : Flux Cored Mig welding filler wire with shield gas
Drying method : N.A

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

6.3 Shielding Gas 7 G0

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

7.1 Joint design details :  Length of tack Weld = 50 mm
(Sketch showing arrangements gap between two Tack welds — 300 mm
of parts, weld groove details,
Weld passes & their seauence etc.) 7 A




7.2 Joint preparation
8. Welding current

9. Welder Qualification

As per IS 4353 — 1995, Cl.7, IS: 10178 CI. 9, IRS B-2001

Cl.17.3 & WBC-2001
Type DC, Polarity : Reverse

As per IS 7310 (Part 1) - 1974

10. Welding parameters and technique
10.1 Welding parameters

Weld | Electrode/Wire Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (Itr/min)
(Volt) speed (m/min) (mm)
(m/min)
1 Pass : fr g 200-220 24 - 26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
11. Provision of run — on/ Run - off tabs N.A
12. Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A
Welding other side of groove weld
14.  Preheating and interpass temperature N.A
15.  Peening N.A
16.  Post weld treatment N.A

17.  Rectification of weld defect

18. Inspection of weld
19.  Any other relevant detail

By re-Welding after complete removal of defective weld

Visual

N.A
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WELDING PROCEDURE SPECIFICATION SHEET

WORKSHOP WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated - 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator . Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. : BIPL/WORKSHOP/LC - 21 SPL/E/SURI/48M.BSG/WPSS/02

1. Drawing No. :  Drg. No. RDSO/B - 10429/5 (Section K — K) & RDSO/B — 10429/8
Bottom Long Beam MKD. BC-1, & BC-1X (Box Type)
Web PI. To Top Flg. PI.
25mm/25mmTh.Pl. to 25mm Th. PI.

2. Weld joint description ¢ 10mm Fillet weld (In Side) Detail - 2

3. Base Metal : 1S2062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process i S.AW

5. Welding Position :  Flat

6. Welding Consumable :

6.1 Electrode/Wire 1 Class: Il, Gr. W2 of IRS M: 39 - 2020

Type : Copper Coated mild steel wire
Drying method : N.A
6.2 Flux :  Class: Il, Gr. F2 of IRS M: 39 - 2020
Type : Agglomerated
Drying method : 250°C for one hour before use
6.3 Shielding Gas : NA
7. Base metal preparation :  Fusion faces and adjacent surfaces are cleaned
and made free from cracks, notches, mill scale,
grease, paint, rust etc. which may affect weld quality.
TOP FLG. PL:
7.1 Joint design details : |
(Sketch showing arrangements
of parts, weld groove details, =

Weld passes & their sequence etc.) WEB PL. ~ - wes L

=25 MM 25 MM—{|—
@‘ : -!-;a'fo

arg @
oo D r/ch officerMEC

pPailwa’s | |
ot ; W

ASS‘." e FMiniSATY R

SECTION K-K-DETAIL -2 Page — 2/1'
{WORKSHOP WIELDING)




7.2 Joint preparation

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

As per IS 4353 — 1995, Cl.7 IRS B-2001
Cl.17.3 & WBC-2001
Type DC, Polarity : Reverse

As per IS 7310 (Part 1) - 1974

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (Itr./min) .
(Volt) speed (m/min) (mm)
(m/min)
1 Pass —! 4 500 - 550 28-30 1.2-14 | 0.30-0.35 15-20 N.A

10.2 Welding sequence and technique
11. Provision of run — on/ Run - off tabs

12. Cleaning of weld bead
Before laying of next weld bead

13. Root preparation before
Welding other side of groove weld

14.  Preheating and interpass temperature
15. Peening

16. Post weld treatment
17. Rectification of weld defect

18. Inspection of weld
19.  Any other relevant detail

Welding from Run-on to run off tabs
Yes

N.A
N.A

- -
110°C - 150°C before welding g [SO~F56C

N.A

N.A

By grinding of the defective weld & rectify the weld as per CL.32.2
of 9595-96, using B2 Class of electrodes of specify IRS M.

28/2020 after conducting D.P test.

Visual, Macro Etching and D.P. test.

Being similar this WPSS also covers the same for

the following Bottom Long Beam : MKD. BC-2,BC-2X, BC-3, BC-3X,
Drg. No. RDSO/B — 10429/5 & 10429/8

Page —2/2
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WELDING PROCEDURE SPECIFICATION SHEET

WORKSHOP WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated — 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. :  BIPL/WORKSHOP/LC - 21 SPL/E/SURI/48M.BSG/WPSS/03

1. Drawing No. :  Drg. No. RDSO/B - 10429/5 (Section K - K) & RDSO/B - 10429/8
Bottom Long Beam MKD. BC-1, & BC-1X (Box Type)
Web Pl. To Top/Bott. Flg. PI.
25mm/25mmTh.Pl. to 25mm/25mm Th. Pl.

2. Weld joint description :  8mm Fillet weld (Outside on all four corners) Detail - 6
3. Base Metal - IS 2062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process : S.AAW

5. Welding Position : Flat

6. Welding Consumable :

6.1 Electrode/Wire : Class: Il, Gr. W2 of IRS M: 39 - 2020

Type : Copper Coated mild steel wire
Drying method : N.A
6.2 Flux :  Class: I, Gr. F2 of IRS M: 39 - 2020
Type : Agglomerated
Drying method : 250°C for one hour before use
6.3 Shielding Gas : NA
7. Base metal preparation . Fusion faces and adjacent surfaces are cleaned
and made free from cracks, notches, mill scale,
grease, paint, rust etc. which may affect weld quality.

TOP FLG. PL:
7.1 Joint design details g { N
(Sketch showing arrangements J { “HoN ALL FOUR
of parts, weld groove details, f 2 i
Weld passes & their sequence etc.) ' 0 :
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7.2 Joint preparation :  Asper|S4353-1995, Cl.7 IRS B-2001
Cl.17.3 & WBC-2001
8. Welding current :  Type DC, Polarity : Reverse

9. Welder Qualification :  AsperlS7310 (Part 1) - 1974

10. Welding parameters and technique
10.1 Welding parameters

Weld | Electrode/Wire Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (ltr./min)
(Volt) speed (m/min) (mm)
(m/min)

1 Pass 4 500 - 550 26-30 1.2-14 | 0.30-0.35 15-20 N.A
10.2 Welding sequence and technigue . Welding from Run-on to run off tabs
11. Provision of run —on/ Run - off tabs ¢ Yes
12. Cleaning of weld bead ¢ MNA

Before laying of next weld bead

13. Root preparation before : NA

Welding other side of groove weld
14.  Preheating and interpass temperature  :  110°C- 150°C before welding , / §& ~ 250
15. Peening : NA
16. Post weld treatment r NA
17.  Rectification of weld defect : By grinding of the defective weld & rectify the weld as per

CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.

18. Inspection of weld :  Visual, Macro Etching and D.P. test.
19.  Any other relevant detail :  Being similar this WPSS also covers the same for
the following Bottom Long Beam : MKD. BC-2,BC-2X, BC-3, BC-3X,
J Drg. No. RDSO/B — 10429/5 & 10429/8

e o Page —3/2




WELDING PROCEDURE SPECIFICATION SHEET

WORKSHOP WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated - 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. :  BIPL/WORKSHOP/LC - 21 SPL/E/SURI/48M.BSG/WPSS/04

1. Drawing No. : Drg. No. RDSO/B - 10429/4 ( Joint LO ) Section-1|-1
Diaphragm MKD. DP2 for BC-1,BC-1X (Bottom Long Beam)
Diaphragm Pl to Web PI/Top/Bottom Flg. PI.
25mm Th Pl. to 25mm/25mm/25mm Th PI.

2. Weld joint description :  10mm Fillet weld (At least Three Sides)
3. Base Metal : 1S2062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process - :  FCAW.
5. Welding Position :  Horizontal - Vertical
6. Welding Consumable :
6.1 Electrode/Wire :  Class: | of IRS M:46-2020
Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A
6.2 Flux : Class:N.A
Type : N.A
Drying method : N.A
6.3 Shielding Gas i CO;
7. Base metal preparation :  Fusion faces and adjacent surfaces are cleaned

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

TOP FLG. PL.-\ rn

7.1 Joint design details }

(Sketch showing arrangements [Roriwivionvalogry whostoetoeds i
of parts, weld groove details, § y
Weld passes & their sequence etc.) } f
WEB PL.~J] 10 [l - WEB PL.
g d._25
j : ﬂgzz SIDE) | MM
{6\( DP2 ! /
- 25MM TH. ™ ] s
: PL. / /
2 BOTT. FLG. PL:
DIAPHRAGM PL. Page - 4/1
JONT -L0
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11,

12.

13.

7.2 Joint preparation

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

As per IS 10178 — 1995, CI.9 IRS B-2001

Cl.17.3 & WBC-2001

Type DC, Polarity : Reverse

As per IS 7310 (Part 1) - 1974

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stickout | (ltr/min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200 - 220 24 - 26 5-6 N.A 15-20 15-18
2 Pass 1.2 200 - 220 24 - 26 5-6 N.A 15- 20 15-18
10.2 Welding sequence and technique N.A
Provision of run - on/ Run - off tabs N.A
Cleaning of weld bead N.A
Before laying of next weld bead
Root preparation before N.A

14,

15.
16.
17,

18.
19,

Welding other side of groove weld
Preheating and interpass temperature
Peening

Post weld treatment
Rectification of weld defect

Inspection of weld
Any other relevant detail

110°C - 150°C before welding

N.A
N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify IRS
M.28/2020 after conducting D.P test.

Visual and D.P. test

N.A

Page—4/2



WELDING PROCEDURE SPECIFICATION SHEET

WORKSHOP WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated — 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. :  BIPL/WORKSHOP/LC - 21 SPL/E/SURI/48M.BSG/WPSS/06

1. Drawing No. : Drg. No. RDSO/B - 10429/5 (Section A - A)
Diaphragm Pl. MKD. DP2 for BC-1,BC-1X (Bottom Long Beam)
Diaphragm Pl to Web PI/Top/Bottom Flg. PI.
20mm Th Pl. to 25mm/25mm/25mm Th PI.

2. Weld joint description : 10mm Fillet weld (At least Three Sides)
3. Base Metal : 1S2062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process : F.CAW.
5. Welding Position :  Horizontal - Vertical
6. Welding Consumable $
6.1 Electrode/Wire :  Class : | of IRS M:46-2020
Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A
6.2 Flux : Class:N.A
Type : N.A
Drying method : N.A
6.3 Shielding Gas " I 50 P
7. Base metal preparation :  Fusion faces and adjacent surfaces are cleaned

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

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

WEB PL.~

(ATLEAST MM
THREE SIDE)
DP2
%/)/ 20MM TH.
X PL.
/s, qd @
o /Y'Y LaaC
kil ticer/ NG~
D aeEatOn I LA BOTT. FLG. P;- Page - 6/1
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7.2 Joint preparation

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

As per IS 10178 — 1995, C1.9 IRS B-2001

Cl.17.3 & WBC-2001

Type DC, Polarity : Reverse

As per IS 7310 (Part 1) - 1974

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (ltr/min)
(Volt ) speed (m/min) (mm)
(m/min)

1 Root s 200 - 220 24 - 26 5-6 N.A 15-20 15-18

2 Pass 1.2 200 - 220 24 -26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
11. Provision of run — on/ Run - off tabs N.A
12. Cleaning of weld bead N.A

Before laying of next weld bead
13. Root preparation before N.A
Welding other side of groove weld
14.  Preheating and interpass temperature 110°C - 150°C before welding
15. Peening N.A
16. Post weld treatment N.A
17.  Rectification of weld defect By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.

18. Inspection of weld Visual and D.P. test
15.  Any other relevant detail Being similar this WPSS also covers the same for

the following Bottom Long Beam : MKD. BC-2,BC-2X, BC-3,
BC-3X Drg. No. RDSO/B - 10429/5 & 10429/8
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WELDING PROCEDURE SPECIFICATION SHEET

WORKSHOP WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated - 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator . Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303

1

Welding procedure specification No. : BIPL/WORKSHOP/LC - 21 SPL/E/SURI/48M.BSG/WPSS/07

1. Drawing No. :  Drg. No. RDSO/B —10429/6 (Section-3-3 &6 - 6)
Bottom Cross Beam MKD. BCB-1 ('I' Type)
Web PI. To Top/Bott. Flg. PI.
16mmTh.Pl. to 25mm/28mm Th. Pl

2. Weld joint description : 10mm Fillet weld (Both Side)
3. Base Metal .- 1S2062-2011, Gr. E 350 BO fully killed with normalizing
4, Welding Process : S.AW
5. Welding Position :  Flat
6. Welding Consumable .
6.1 Electrode/Wire :  Class : ll, Gr. W2 of IRS M: 39 - 2020
Type : Copper Coated mild steel wire
Drying method : N.A
6.2 Flux : Class : I, Gr. F2 of IRS M: 39 - 2020 -
Type : Agglomerated
Drying method : 250°C for one hour before use
6.3 Shielding Gas : NA
7. Base metal preparation . Fusion faces and adjacent surfaces are cleaned

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

7.1 Joint design details : { §TDP FLG.PL.

(Sketch showing arrangements ’—@ A10
of parts, weld groove details, D 3 [
Weld passes & their sequence etc.) ™ 3 (?
16-=/=—WEB PL.
/
b
/,61/ s (@10 o
! O /%]
=1/ 0 :5'.;-,{5"3 il .t:‘-i‘,cgff"f‘.;‘""
QO o eseart® U g aiways BOTT.FLG.PL:
P T v AR Y RSO SECTION 3-3 & 66
(WORKSHOP WELDING)
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7.2 Joint preparation

8. Welding current
9. Welder Qualification

10. Welding parameters and technique

10.1 Welding parameters

As per IS 4353 - 1995, CI.7 IRS B-2001
Cl.17.3 & WBC-2001

Type DC, Polarity : Reverse

As per IS 7310 (Part 1) - 1974

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (ltr./min)
(Volt) speed (m/min) (mm)
= (m/min)
1 Pass{'[ 4 500 - 550 26 -30 12-14 | 0.35-0.40 15-20 N.A

10.2 Welding sequence and technique

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

12. Cleaning of weld bead

Before laying of next weld bead
13. Root preparation before

Welding other side of groove weld

14. Preheating and interpass temperature

15. Peening
16. Post weld treatment
17. Rectification of weld defect

18. Inspection of weld

19. Any other relevant detail

. (o]
@
o/ mgmceﬂ“&c

ogeal® = - '.:“a'l'a‘“a??,

_pS9M

Welding from Run-on to run off tabs
Yes
N.A

N.A
o i af . > (S
150° before welding , 1 $ & - 262

N.A
N.A

By grinding of the defective weld & rectify the weld as per

CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M.28/2020 after conducting D.P test.
Visual, Macro Etching and D.P. test.

Being similar this WPSS also covers the same for
the following Bottom Long Beam : MKD. BCB - 2,
Drg. No. RDSO/B - 10429/6

Page —7/2
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( WORKSHOP WELDING )

2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class - A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
_Station, L
LOA Memo No: 67/W-250 Dated — 10.02.2021
Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037
3. Component | Joint description Weld Sise/ RDSO Drg. No. WPSS No. Page Mark
No. Process o
Al Component 7 Tagk Welf:l 5 mm Fillet RDSO/B 3 10429 52516 é:ngzﬂgﬁigﬁ :
01 All Fillet Joint (FCAW) 2 (Series) BSG/WPSS/01 1/1-1/2
Bottom Long | Web Pl. (25mm) To | 10 mm Fillet SSG/WORKSHOP/LC-
i Beam Top Flg. Pl. In side RDSO/B-10429/5 | 5, SPL/E/SURI/48M | ¥~ 3
(Inside) (25 mm) (SAW) BSG/WPSS/02
Bottom Long Web PI. (25mm ) 8 mm Fillet SSG/WORKSHOP/LC-
s Beam To Top/Bott. Flg. Outside | TPIR/B=10829/5 | o, SPL/E/SURI/48M | P
(Outside Pl. (25mm/25mm) (SAW BSG/WPSS/03
Diaphragm PI.
Diaphragm PI. (25mm) to 10 mm Fillet SSG/WORKSHOP/LC-
04 (DP1) Bottom | Web/Top/ Bott. PI. (FCAW) ./ RDSO/B —-10429/5 | 21 SPL/E/SURI/48M 4/1-4/2
Long. Beam LO (25mm/25mm/ 7 BSG/WPSS/04
25mm)
Diaphragm PI.
Diaphragm PI. (16mm) to 10 mm Fillet SSG/WORKSHOP/LC-
os | (DP1)Bottom | Web/Top/Bott. Pl. (FCAW) RDSO/B - 10429/5 | 21 SPL/E/SURI/48M | P
Long. Beam (25mm/25mm ‘ BSG/WPSS/05
25mm) il
Diaphragm PI.
Diaphragm PI. (20mm) to 16 sain ek SSG/WORKSHOP/LC-
06 (DP2) Bottom Web/Top/Bott. PI. (FCAW) RDSO/B —10429/5 | 21 SPL/E/SURI/48M 6/1—6/2
Long. Beam (25mm/25mm/ > BSG/WPSS/06
25mm) ol
Bottom Cross | Web PI. (16mm) To 10 mm Fillet SSG/WORKSHOP/LC-
07 Beam Top/Bottom Flg. Pl. (SAW) RDSO/B —10429/6 | 21 SPL/E/SURI/48M 7/1-7/2
[L (BCB-1,2) (25mm/28mm) BSG/WPSS/07
. Stiff. PI.( 12mm )
S;::teo":‘r;tg To Web/Top/Bott. | o . $SG/WORKSHOP/LC-
08 Beam Pl (FCAW) RDSO/B —10429/6 | 21 SPL/E/SURI/48M 8/1-8/2
| (BCB.12) | (16mm/25mm/ BSG/WPSS/08
] i 28mm) &
| Bottom Cross | Web PI. (25mm) To 16 mm Fillet SSG/WORKSHOP/LC- :
| 09 Beam Top/Bott. PI. (SAW) RDSO/B-10429/6 | 21 SPL/E/SURI/48M 9/1-9/2
; (BCB - 3) (36mm/36mm) i 4 is A BSG/WPSS/09 -




L L SR

Sl.

] Component

Weld Size/

No. Joint description PeGiins RDSO Drg. No. WPSS No. Page Mark
; Diaphragm PI.
[?Eg)h;%t";::' (18mm) To il SSG/WORKSHOP/LC-
10 Cross Beam | Web/Top/Bott. P, (FCAW) RDSO/B - 10429/6 | 21 SPL/E/SURI/48M 1071 ~ 1018
(25mm/36mm & BSG/WPSS/10
(BCB - 3)
36mm)
Criss - Cross
. ) SSG/WORKSHOP/LC-
Frame Bottom | Stiff. PI. (12mm) To | 6 mm Fillet
11 | Cross Beam ISMC - 150 (Fcaw) | RDSO/B-10429/6 | 21 SPL/E/SURI/48M 11/1-11/2
(BCB-12.3) 7 BSG/WPSS/11
Web PI. (25mm) To Wivtiller SSG/WORKSHOP/LC-
12 Hanger Flange PI. (SAW) RDSO/B-10429/9 | 21 SPL/E/SURI/48M | 12/1-12/2
- (32mm) BSG/WPSS/12 ;
e Web PI. (25mm) To 18 i st SSG/WORKSHOP/LC-
13 (Top&Bott) |  FlangePl. (SAW) RDSO/B-10429/9 | 21 SPL/E/SURI/48M | 13/1-13/2
oA (32mm) BSG/WPSS/13 :
Fd 5
Diaphragm PI. D'alphragm o " SSG/WORKSHOP/LC-
14 | (DP1)Hanger (16mm) to e mmihe | ooz 10429/9 | 21 SPL/E/SURI/48M
Web/Flg. PI. (FCAW) % BSG/WPSS/14 14/1-14/2
(25mm/32mm) i
Top Arch Web PL. (32mm) To | 10 mm Fillet SSG/WORKSHOP/LC-
15 (Inside) Bottom Flg. PI. (SAW) RDSO/B -10429/2 | 21 SPL/E/SURI/48M | 15/1-15/2 -
(32mm) (Inside ) BSG/WPSS/15
TouArch Web Pl. (32mm) to | 8 mm Fillet SSG/WORKSHOP/LC-
16 (Outside ) Top/Bott. Flg. PI. (SAW) RDSO/B-10429/2 | 21 SPL/E/SURI/48M | 16/1-16/2
(32mm/32mm) (Outside) BSG/WPSS/16
Diaphragm PI :
Diaphragm pl, | (20mm) To Web pi 10;&;;;'“ SSG/WORKSHOP/LC-
17 (DP) Top Arch | (32mm)/ Top/Bott. /1 RDSO/B-10429/2 | 21 SPL/E/SURI/48M | 17/1-17/2
P Fig. PI. 4 BSG/WPSS/17
(32mm/32mm)
Web PL. (20mm) To | 8 mm Fillet SSG/WORKSHOP/LC-
18 | TopTieBeam | Top/Bott. Flg. Pl. (SAW) RDSO/B -10429/3 | 21 SPL/E/SURI/48M | 18/1-18/2 |
(20mm/20mm) BSG/WPSS/18
Diaphragm PI.
Diaphragm PI. (10mm) To 8 mm Fillet SSG/WORKSHOP/LC-
19 (DP) Web/Top/Bott. PI. (FCAW) RDSO/B -10429/3 | 21 SPL/E/SURI/48M | 19/1-19/2
Top Tie Beam |  (20mm/20mm/ //4 BSG/WPSS/19
20mm)
Top Dlagonal Web PI. (28mm) To | 10 mm Fillet SSG/WORKSHOP/LC-
20 e s Top/Bott. Flg. PI. (SAW) RDSO/B -10429/3 | 21 SPL/E/SURI/48M | 20/1-20/2
(28mm/28mm) BSG/WPSS/20
; Diaphragm PI.
| Dlapheagm P (10mm) To 8 mm Fillet SSG/WORKSHOP/LC-
21 oF) ‘Web/Top/Bott. PI. (FCAW) RDSO/B-10429/3 | 21 SPL/E/SURI/48M | 21/1-21/2
| Yop Dlagonal (28mm/28mm/ 4 BSG/WPSS/21
Tie Beam
L 28mm)
f Stud Shear —— All around | sse/woRKsHOP/LC-
| 55 | Connec.Bott. Top Fig. P, SR M. e - 0030/6 | 21 SPL/E/SURI/48M | 22/1-22/2
Cross Beam (25mm/36mm) Height 7mm BSG/WPSS/22
. (BCB1,2,3) Abnrox \




WELDING PROCEDURE SPECIFICATION SHEET

WORKSHOP WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and ‘
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station. '

LOA Memo No: 67/W-250 Dated - 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. :  BIPL/WORKSHOP/LC - 21 SPL/E/SURI/48M.BSG/WPSS/05

1. Drawing No. . Drg. No. RDSO/B — 10429/5 (Section B — B)
Diaphragm MKD. DP1 for BC-1,BC-1X (Bottom Long Beam)
Diaphragm Pl to Web P|/Top/Bottom Flg. PI.
16mm Th Pl. to 25mm/25mm/25mm Th PI.

2. Weld joint description : 10mm Fillet weld (At least Three Sides)
3. Base Metal : 1S2062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process : F.CAW.
5. Welding Position :  Horizontal - Vertical
6. Welding Consumable :
6.1 Electrode/Wire :  Class: | of IRS M:46-2020
Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A
6.2 Flux :  Class:N.A
Type : N.A
Drying method : N.A
6.3 Shielding Gas SRR v
7. Base metal preparation :  Fusion faces and adjacent surfaces are cleaned

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

; TOP FLG. PL, Q2
7.1 Joint design details g

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

¥}
¥l
¥
4
1
WEB PL.~J WEB PL
1
s 25
f MM
¢
DP1 !
16MM TH. y
PL. f
§ Tdie {
: Sy @ '\&.
, I, SihcerMél
WO T earch OfiCe . BOTT. FLG. PLs

Assit. e eiry of R DIAPHRAGMPL.
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As per IS 10178 — 1995, CI.9 IRS B-2001
Cl.17.3 & WBC-2001
Type DC, Polarity : Reverse

7.2 Joint preparation
8. Welding current

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

10. Welding parameters and technique
10.1 Welding parameters

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (Itr/min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200 - 220 24 - 26 5-6 N.A 15-20 15-18
2 Pass 1.2 200-220 24 - 26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique : NA
11. Provision of run - on/ Run - off tabs : NA
12. Cleaning of weld bead : NA
Before laying of next weld bead
13. Root preparation before : NA

Welding other side of groove weld

14. Preheating and interpass temperature 110°C - 150°C before welding

15. Peening : NA

16. Post weld treatment : NA

17. Rectification of weld defect : By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify IRS
M.28/2020 after conducting D.P test.

Visual and D.P. test

Being similar this WPSS also covers the same for

the following Bottom Long Beam : MKD. BC-2,BC-2X, BC-3,
BC3X Drg. No. RDSO/B-10429/5 & 10429/8

18. Inspection of weld
19. Any other relevant detail

o 4

wd Page —5/2
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WELDING PROCEDURE SPECIFICATION SHEET

WORKSHOP WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated — 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. :  BIPL/WORKSHOP/LC - 21 SPL/E/SURI/48M.BSG/WPSS/08

1. Drawing No. :  Drg. No. RDSO/B - 10429/6 (SectionJ-J)
Stiffener Pl. of Bottom Cross Beam MKD - BCB -1
Stiff. Pl. To Web PI./ Top/Bott. Flg. P!.
12mmTh.Pl. To 16mm/25mm/28mm Th. PI.

2. Weld joint description : 8mm Fillet weld ( Both Side all around)
3. Base Metal : 1S2062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process : F.CAW
5. Welding Position :  Horizontal - Vertical
6. Welding Consumable :
6.1 Electrode/Wire :  Class: | of IRS M: 46 - 2020
Type : Flux cored mig welding filler wire with shielding gas
Drying method : N.A
6.2 Flux : Class:N.A
Type : N.A
Drying method : N.A
6.3 Shielding Gas :  Cs
7. Base metal preparation :  Fusion faces and adjacent surfaces are cleaned
and made free from cracks, notches, mill scale,
grease, paint, rust etc, which may affect weld quality.
{/TOP FLG.PL.
7.1 Joint design details : 777777
(Sketch showing arrangements ? 16MM
of parts, weld groove details, L‘N’ 8 =WEB PL.
Weld passes & their sequence etc.)
12— i
STIFF.
PL: i $
g@ 4 < JAILS SIS
- e .: (ﬁ‘ o w‘"‘ 8 L gorrFepL— |
. ' SECTION 3-3& 66

 (WORKSHOP WELDING) | Page - 8/1



11.
12.

7.2 Joint preparation

8. Welding current

9. Welder Qualification
10. Welding parameters and technique
10.1 Welding parameters

As per IS 10178 - 1995, Cl.9 IRS B-2001

Cl.17.3 & WBC-2001

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

Weld | Electrode/Wire Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (Itr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200 -220 24 - 26 5-6 N.A 15-20 15-18
1 Pass i'l 1.2 200 - 220 24 - 26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
Provision of run — on/ Run - off tabs N.A
Cleaning of weld bead N.A
Before laying of next weld bead
Root preparation before N.A

13.
14.
15.
16.
17,
18.

19.

Welding other side of groove weld
Preheating and interpass temperature

Peening

Post weld treatment
Rectification of weld defect

Inspection of weld

Any other relevant detail

ﬂ oﬂo ed 14
ASS‘-_‘-__R / st
@ W S

a2 !

150°C before welding

N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.

Visual, D.P. test.

Being similar this WPSS also covers the same for

the following Bottom Long Beam : MKD. BCB - 2
Drg. No. RDSO/B - 10429/6

Page — 8/2




WELDING PROCEDURE SPECIFICATION SHEET

WORKSHOP WELDING
( 2X48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B - 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

- Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level

. crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri

' Station.
LOA Memo No: 67/W-250 Dated - 10.02.2021
Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037
Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. :  BIPL/WORKSHOP/LC- 21 SPL/E/SURI/48M.BSG/WPSS/09

1. Drawing No. . Drg. No. RDSO/B - 10429/6 (Section - E - E)
Bottom Cross Beam MKD. BCB-3 (Box Type)
Web PI. To Top/Bott. Fig. PI.
25mmTh.Pl. To 36mm/36mm Th. PI.

2. Weld joint description : 16mm Fillet weld (Outside)

3. Base Metal : 1S2062-2011, Gr. E 350 BO fully killed with normalizing

4. Welding Process ~ : S.AAW :
5. Welding Position i Flat

6. Welding Consumable :

6.1 Electrode/Wire :  Class:|Il, Gr. W2 of IRS M: 39 - 2020

Type : Copper Coated mild steel wire
Drying method : N.A
6.2 Flux ¢ Class: I, Gr. F2 of IRS M: 39 - 2020
Type : Agglomerated
Drying method : 250°C for one hour before use
6.3 Shielding Gas s N
7. Base metal preparation 1 Fusion faces and adjacent surfaces are cleaned
and made free from cracks, notches, mill scale,
grease, paint, rust etc. which may affect weld quality.

TOP FLG. PL.
7.1 Joint design details
(Sketch showing arrangements
of parts, weld groove details, 4 ON ALL FOUR .
Weld passes & their sequence etc.) 2 e CORNERS
g 8
25 v
A 25 M
H s
g T bodhigs B WEB PL.
T AL M““b",.\ .ql?:plgl"- / :g
ﬂhj"“ i r,, | r}i“":e.l Wways
nestt. R .C_:‘EO:- of Ra .l. e
: BOTT.FLG. PL.
SECTION E-£ & 9.9 Page~3/1
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7.2 Joint preparation

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

As per IS 4353 - 1995, Cl.7 IRS B-2001

Cl.17.3 & WBC-2001

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

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (Itr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Pass 4 500 - 550 28-30 12-14 | 0.35-0.40 15-20 N.A
2 Pass 4 500 - 550 28 -30 12-14 | 0.30-0.35 15-20 N.A

10.2 Welding sequence and technigue

11.
12,

13
14.
15;
16.
17
18,

19;

Provision of run — on/ Run - off tabs
Cleaning of weld bead
Before laying of next weld bead
Root preparation before
Welding other side of groove weld
Preheating and interpass temperature
Peening
Post weld treatment
Rectification of weld defect

Inspection of weld

Any other relevant detail

Welding from Run-on to run off tabs

Yes
N.A

N.A

N.A
N.A

110°C - 150°C before welding , )& & 24 &

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.
Visual, Macro Etching and D.P. test.

N.A
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WELDING PROCEDURE SPLCIFICATION SHEET

WORKSHOP WELDING

2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B - 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
67/W-250
S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name of Work :

LOA Memo No:
Agency :

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

DL s WN

6.2 Flux

Weld joint description
Base Metal

Welding Process
Welding Position
. Welding Consumable
.1 Electrode/Wire

6.3 Shielding Gas
7. Base metal preparation

7.1 Joint design detailﬁ

Dated -

(Sketch showing arrangements

of parts, weld groove details,

Weld passes & their sequence etc.)

10.02.2021

Bhartia Infra Projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303

BIPL/WORKSHOP/LC - 21 SPL/E/SURI/48M.BSG/WPSS/10

Drg. No. RDSO/B - 10429/6 (Section-D - D)

Diaphragm PI. (DP) for Bottom Cross Beam MKD - BCB - 3
Diaphragm PI. To Web PI./ Top/Bott. Fig. PI.

18mmTh.Pl. To 25mm/36mm/36mm Th. PI.

10mm Fillet weld (At least three sides)

IS 2062-2011, Gr. E 350 BO fully killed with normalizing
F.CAW

Horizontal - Vertical

Class : | of IRS M: 46 - 2020

Type : Flux cored mig welding filler wire with shielding gas

Drying method : N.A

Class : N.A

Type : N.A

Drying method : N.A

CO;

Fusion faces and adjacent surfaces are cleaned

and made free from cracks, notches, mill scale,

grease, paint, rust etc. which may affect weld quality.
TOP' FLG. PL o =

Page - 10/1




————ea

7.2 Joint preparation -

As per IS 10178 - 1995, CI.S IRS B-2001
Cl.17.3 & WBC-2001

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

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

Weld | Electrode/Wire Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (ltr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200 - 220 24 -26 5-6 N.A 15-20 15-18
2 Pass 1.2 200 - 220 24 -26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
11. Provision of run —on/ Run - off tabs N.A
12. Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A

Welding other side of groove weld
14. Preheating and interpass temperature
15. Peening
16. Post weld treatment
17.  Rectification of weld defect

18. Inspection of weld

19. Any other relevant detail

110°C - 150°C before welding J '

N.A
N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.
Visual, D.P. test.

N.A

Page - 10/2




WELDING PROCEDURE SPECIFICATION SHEET
WORKSHOP WELDING

2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and

70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
LOA Memo No: 67/W-250 Dated - 10.02.2021
Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037
Name & address of fabricator :  Bhartia Infra Projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. : BIPL/WORKSHOP/LC - 21 SPL/E/SURI/48M.BSG/WPSS/11
1. Drawing No. :  Drg. No. RDSO/B — 10429/1 (Criss - Cross Frame) '
Criss-Cross Frame of Bottom Cross Beam MKD. BCB-1,2,3
Center Gusset Pl. To ISMC - 150
12mmTh.Pl. to ISMC - 150
2. Weld joint description : 6mm Fillet weld (All around)
3. Base Metal : IS 2062-2011, Gr. E 350 BO & E 250 BO fully killed with normalizing
4. Welding Process :  FCAW
5. Welding Position :  Horizontal
6. Welding Consumable :
6.1 Electrode/Wire :  Class: | of IRS M: 46 - 2020
Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A
6.2 Flux : Class:N.A
Type : N.A
Drying method : N.A
6.3 Shielding Gas 1 6 !
7. Base metal preparation ¢ Fusion faces and adjacent surfaces are cleaned

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

6
7.1 Joint design details "
(Sketch showing arrangements N
of parts, weld groove details, N )
Weld passes & their sequence etc.) ISMC-150 \ ISMC—130
\
Arzrn
S—12MM
e GUSSET PL.
o 310/ SiiceriM®
o Resea’™ © of RANWE CRISS-CROSS FRAME
RS et / WS g oL (WORKSHOP WELDING)
L e Gl A
e Page-11/1
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5 5511
12.

/.2 Joint preparation

8. Welding current

9. Welder Qualification
10. Welding parameters and technique
10.1 Welding parameters

As per IS 10178 — 1995, CI.9 IRS B-2001

Cl.17.3 & WBC-2001

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

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (Itr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Pass 1.2 200 - 220 24 - 26 5-6 N.A 15 - 20 15-18
10.2 Welding sequence and technique N.A
Provision of run — on/ Run - off tabs N.A
Cleaning of weld bead N.A
Before laying of next weld bead
Root preparation before N.A

13.
14.
15.
16.
17.
18.

19

Welding other side of groove weld
Preheating and interpass temperature

Peening

Post weld treatment
Rectification of weld defect

Inspection of weld

Any other relevant detail

110°C - 150°C before welding

N.A
N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.

Visual and D.P. test.

N.A

19 TUIY HIHHSHIA
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WELDING PROCEDURE SPECIFICATION SHEET

WORKSHOP WELDING

2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”
Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri

Station.
LOA Memo No: 67/W-250 Dated — 10.02.2021
Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

Weld joint description
Base Metal

Welding Process
Welding Position

. Welding Consumable
.1 Electrode/Wire

DOV AWN

6.2 Flux

6.3 Shielding Gas
7. Base metal preparation

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

Bhartia Infra Projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303

BIPL/WORKSHOP/LC - 21 SPL/E/SURI/48M.BSG/WPSS/12

Drg. No. RDSO/B - 10429/9 (Section - B - B)

HANGER - L1 - U1 MKD. HR-1,1X (Box Type)

Web PIl. To Flange. PI.

25mmTh.Pl. To 32mm

10mm Fillet weld (Outside, on all four corners)

IS 2062-2011, Gr. E 350 BO fully killed with normalizing
S.A.W

Flat

Class : lIl, Gr. W2 of IRS M: 39 - 2020

Type : Copper Coated mild steel wire

Drying method : N.A

Class : ll, Gr. F2 of IRS M: 39 - 2020

Type : Agglomerated

Drying method : 250°C for one hour before use

N.A

Fusion faces and adjacent surfaces are cleaned

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

FLG. PL.

ON ALL FOUR
CORNERS

WEB PL.
@ & o WEB PL.

FLG. PL. Page - 12/1




7.2 Joint preparation

8. Welding current
9. Welder Qualification

10. Welding parameters and technique

10.1 Welding parameters

As per IS 4353 — 1995, CI.7 IRS B-2001
Cl.17.3 & WBC-2001

Type DC, Polarity : Reverse

As per IS 7310 (Part 1) - 1974

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (ltr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Pass4 B 500 - 550 28 - 30 12-14 | 0.30-0.35 15-20 N.A

10.2 Welding sequence and technique

11. Provision of run — on/ Run - off tabs
12. Cleaning of weld bead

Before laying of next weld bead
13. Root preparation before

Welding other side of groove weld
14.  Preheating and interpass temperature
15.  Peening
16. Post weld treatment
17.  Rectification of weld defect
18. Inspection of weld
19.  Any other relevant detail

4

-~ T 'Q;d H®©

{OHO e/ n Officer!

Pesea'r" ~F Rany
- / pinistry @'

oy e ..' 1‘.1.J

T

F\FS‘!‘ ¥
=3 1"'.1"«—"

)
“

Welding from Run-on to run off tabs
Yes
N.A

N.A

150°C before welding 4
N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.

Visual, Macro Etching and D.P. test.

)$e ->55" Cnlicparieos?)

Being similar this WPSS also covers the same for
the following Hangers : L2 - U2, L3 - U3, L4 - U4, MKD. HR - 2,2X,
HR-3,3X,HR-4 Drg. No. RDSO/B - 10429/9
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WELDING PROCEDURE SPECIFICATION SHEET

WORKSHOP WELDING

2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work :

LOA Memo No:
.Agency :

Construction of proposed ROB and it's approaches in replacement of exiting level

crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri

Station.
67/W-250

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

DoUs W

4l

Weld joint description
Base Metal

Welding Process
Welding Position
Welding Consumable
Electrode/Wire

6.2 Flux

6.3 Shielding Gas
7. Base metal preparation

7.1 Joint design details

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

4

4 I|°
3\%0/ ‘qgtlm&c

woM° gearch ()ﬂ\CRa-,\ways
pas=sr Asst- 77 Lhinist of -~ 1 ek

Dated - 10.02.2021
S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Bhartia Infra Projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303

BIPL/WORKSHOP/LC - 21 SPL/E/SURI/48M.BSG/WPSS/13

Drg. No. RDSO/B - 10429/9 (View - C-C)

HANGER - L1 - U1 MKD. HR-1.1X (Box Type)

Web PI. To Flange. PI.

25mmTh.Pl. To 32mm

16mm Fillet weld (Outside, Top & Bott. of Web PI.)

IS 2062-2011, Gr. E 350 BO fully killed with normalizing
S.AW

Flat

Class : 1l, Gr. W2 of IRS M: 39 - 2020

Type : Copper Coated mild steel wire

Drying method : N.A

Class : Il, Gr. F2 of IRS M: 39 - 2020

Type : Agglomerated

Drying method : 250°C for one hour before welding
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.

FLG. PL.

|'FFTETTETIITTEIFA

16

ON ALL FOUR
CORNERS
25 MM

L

WEB PL.~ WEB PL. ‘

FLG. PLj
Page — 13/1
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7.2 Joint preparation

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

As per IS 4353 - 1995, CI.7 IRS B-2001
Cl.17.3 & WBC-2001

Type DC, Polarity : Reverse

As per IS 7310 (Part 1) - 1974

Weld | Electrode/Wire Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (Itr./min) |
(Volt) speed (m/min) (mm)
(m/min)
1 Root 4 500 - 550 28 -30 1.2-14 | 0.35-0.40 15-20 N.A
2 Pass 4 500 - 550 28 - 30 12-14 | 0.30-0.35 15-20 N.A

10.2 Welding sequence and technique
11. Provision of run — on/ Run - off tabs
12. Cleaning of weld bead
Before laying of next weld bead
13. Root preparation before
Welding other side of groove weld
14.  Preheating and interpass temperature
15. Peening
16. Post weld treatment
17.  Rectification of weld defect

18. Inspection of weld

19. Any other relevant detail

[ ¢d TWTo

Toddo Ao ':j;i‘.l)
Asstl. Research Officer/MA&C

v WETE / Ministry of Rakwe

TMavde HlEa.0 R
I {

Welding from Run-on to run off tabs
Yes
N.A

N.A

110°C - 150°C before welding { |56 =38t c}

N.A

N.A

By grinding of the defective weld & rectify the weld as per

CL.32.2 of 9595-96, using B2 Class of electrodes of specify ¢
IRS M. 28/2020 after conducting D.P test.

Visual, Macro Etching and D.P. test.

Being similar this WPSS also covers the same for

the following Hanger : L2 - U2, L3 - U3, L4 - U4, MKD. HR - 2,2X,
HR-3,3X,HR-4 Drg. No. RDSO/B - 10429/9
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WELDING PROCEDURE SPECIFICATION SHEET

WORKSHOP WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B - 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated - 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. :  BIPL/WORKSHOP/LC - 21 SPL/E/SURI/48M.BSG/WPSS/14

1. Drawing No. i Drg. No. RDSO/B - 10429/9 (Section - B - B)
.Diaphragm PI.(DP1) for Hanger - L1 - U1 MKD-HR - 1,1X (Box Type)
Diaphragm PI. To Web PI/Fig. PI.
16mmTh.Pl. To 25mm/32mm Th. PI.

2. Weld joint description : 10mm Fillet weld (At least three sides)
3. Base Metal © 1S 2062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process :  F.CAW
5. Welding Position :  Horizontal - Vertical
6. Welding Consumable :
6.1 Electrode/Wire :  Class:10of IRSM: 46 - 2020
Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A
6.2 Flux :  Class:N.A
Type: N.A
Drying method : N.A
6.3 Shielding Gas : CO;
7. Base metal preparation :  Fusion faces and adjacent surfaces are cleaned

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

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

A

godto A o/cn Officer/M&C
Asstt. Pfsearni-:tw of Raiways

RN

(wawn“uﬂma Page - 14/1
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7.2 Joint preparation As per IS 10178 — 1995, CI.9 IRS B-2001

Cl.17.3 & WBC-2001

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

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

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (ltr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200-220 24 - 26 5-6 N.A 15-20 15-18
2Pass 4| 1.2 200-220 | 24-26 5-6 N.A 15-20 | 15-18
10.2 Welding sequence and technique N.A
11. Provision of run — on/ Run - off tabs N.A
12. Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A

Welding other side of groove weld
14.  Preheating and interpass temperature
15.  Peening
16. Post weld treatment
17.  Rectification of weld defect

110°C - 150°C before welding

N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M.28/2020 after conducting D.P test.

18. Inspection of weld Visual and D.P. test.
19.  Any other relevant detail Being similar this WPSS also covers the same for

the following Hanger : L2 - U2, L3 - U3, L4 - U4, MKD. HR - 2,2X,
HR-3,3X,HR-4 Drg. No. RDSO/B - 10429/9

vy

—= THio
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WELDING PROCEDURE SPECIFICATION SHEET

WORKSHOP WELDING

2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work :

LOA Memo No:
Agency :

Construction of proposed ROB and it's approaches in replacement of exiting level i

crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri

Station.
67/W-250

Name & address of fabricator

Welding procedure specification No.

1

QO U A WwN

Drawing No.

Weld joint description

Base Metal

Welding Process

Welding Position

Welding Consumable
1 Electrode/Wire

6.2 Flux

6.3 Shielding Gas

7.

Base metal preparation

7.1 Joint design details

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

{ TA°©
gﬁo ;M&C
"’3 : Resea h‘O“\‘?;“war

Dated - 10.02.2021
S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Bhartia Infra Projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303

BIPL/WORKSHOP/LC - 21 SPL/E/SURI/48M.BSG/WPSS/15

Drg. No. RDSO/B - 10429/2 & RDSO/B - 10429/8 (Section - K - K)
Top Arch MKD. TC-1,1X (Box Type)

Web PI. To Bottom Flange PI.

32mmTh.Pl. To 32mm

10mm Fillet weld (Inside Detail - 3, Bottom)

IS 2062-2011, Gr. E 350 BO fully killed with normalizing i
S.AW

Flat

Class : II, Gr. W2 of IRS M: 39 - 2020

Type : Copper Coated mild steel wire

Drying method : N.A

Class : Il, Gr. F2 of IRS M: 39 - 2020

Type : Agglomerated

Drying method : 250°C for one hour before use
N.A

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

32 32
MM MM
WEB PL. = WEB PL.
-
W e
M
BOTT. FLG. PL.

Page - 15/1
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7.2 Joint preparation

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

As per IS 4353 - 1995, CI.7 IRS B-2001

Cl.17.3 & WBC-2001

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

Weld | Electrode/Wire Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (Itr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Pass-‘}- 4 500 - 550 28-30 1.2-14 | 0.30-0.35 15-20 N.A

10.2 Welding sequence and technique
11. Provision of run — on/ Run - off tabs
12. Cleaning of weld bead

Before laying of next weld bead
13. Root preparation before

Welding other side of groove weld

14.  Preheating and interpass temperature

15. Peening
16. Post weld treatment
17.  Rectification of weld defect

18. Inspection of weld

19.  Any other relevant detail

&

Welding from Run-on to run off tabs
Yes
N.A

N.A

110°C - 150°C before welding
N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M.28/2020 after conducting D.P test.

Visual, Macro Etching and D.P. test.

{Q {o _KO”C;)&/JMM?) |

Being similar this WPSS also covers the same for
the following Top Arch : MKD - TC - 2,2X, TC - 3,3X, TC - 4,4X
Drg. No. RDSO/B - 10429/2 & RDSO/B - 10429/8
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WELDING PROCEDURE SPECIFICATION SHEET

WORKSHOP WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B - 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated - 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. :  BIPL/WORKSHOP/LC - 21 SPL/E/SURI/48M.BSG/WPSS/16

1. Drawing No. ¢ Drg. No. RDSO/B - 10429/2 & RDSO/B - 10429/8 (Section - K - K)
Top Arch MKD. TC-1,1X (Box Type)
Web Pl. To Bottom Flange PI.
32mmTh.Pl. To 32mm

2. Weld joint description :  8mm Fillet weld (Outside Detail - 2, on all four corners)
3. Base Metal :  1S2062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process : S.AW

5. Welding Position :  Flat

6. Welding Consumable -

6.1 Electrode/Wire : Class: I, Gr. W2 of IRS M: 39 - 2020

Type : Copper Coated mild steel wire
Drying method : N.A
6.2 Flux : Class: |, Gr. F2 of IRS M: 39 - 2020
Type : Agglomerated
Drying method : 250°C for one hour before use
6.3 Shielding Gas 3N
7. Base metal preparation :  Fusion faces and adjacent surfaces are cleaned
and made free from cracks, notches, mill scale,
grease, paint, rust etc. which may affect weld quality.

TOP ARG PL
7.1 Joint design details : LR TR
g flON ALL FOUR
(Sketch showing arrangem.ents [ N': | GORNERS
of parts, weld groove details, wes pLAJ ke f
Weld passes & their sequence etc.) / - weB PL.
32 i 32
MM} MM
' A J
. o ’ NS f
% & ’ o3 /
T1A%(0 Ffeio / X nﬁiceﬁm&c ¢ Y
BOTT. FLG. PL:
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7.2 Joint preparation

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

As per IS 4353 - 1995, Cl.7 IRS B-2001
Cl.17.3 & WBC-2001

Type DC, Polarity : Reverse

As per IS 7310 (Part 1) - 1974

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (Itr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Pass 4 500 - 550 26 -30 1.2-14 | 0.35-0.40 15-20 N.A

10.2 Welding sequence and technique

i1,
1Z:

13,
14.
15.
16.
17.

18.

18.

Provision of run — on/ Run - off tabs
Cleaning of weld bead
Before laying of next weld bead
Root preparation before
Welding other side of groove weld
Preheating and interpass temperature
Peening
Post weld treatment
Rectification of weld defect

Inspection of weld

Any other relevant detail

Welding from Run-on to run off tabs
Yes
N.A

N.A

110°C - 150°C before welding

N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M.28/2020 after conducting D.P test.

Visual, Macro Etching and D.P. test.

Being similar this WPSS also covers the same for

the following Top Arch : MKD - TC - 2,2X, TC - 3,3X, TC - 4,4X
Drg. No. RDSO/B - 10429/2 & RDSO/B - 10429/8

Page — 16/2




WELDING PROCEDURE SPECIFICATION SHEET
WORKSHOP WELDING
( 2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B - 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”
Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri

(

Name of Work :

Station.
LOA Memo No: 67/W-250 Dated - 10.02.2021
Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

2. Weld joint description
3. Base Metal

4. Welding Process
Welding Position

. Welding Consumable
.1 Electrode/Wire

6.2 Flux

6.3 Shielding Gas
7. Base metal preparation

7.1 Joint design details

Bhartia Infra Projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303

BIPL/WORKSHOP/LC - 21 SPL/E/SURI/48M.BSG/WPSS/17

Drg. No. RDSO/B - 10429/2 (Section- B - B)

Diaphragm PL. (DP) for Top Arch - MKD - TC - 1,1X (Box Type)
Diaphragm PI. To Web Pl/Top/Bott.Flg. PI.

20mmTh.Pl. To 32mm/32mm Th. PI.

10mm Fillet weld (At least three sides)

IS 2062-2011, Gr. E 350 BO fully killed with normalizing
F.CAW

Horizontal - Vertical

Class : | of IRS M: 46 - 2020

Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A

Class: N.A

Type : N.A

Drying method : N.A

CO;

Fusion faces and adjacent surfaces are cleaned

and made free from cracks, notches, mill scale,

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

TOP FLG. PLny, NZ=

(Sketch showing arrangements e ISy 5a
of parts, weld groove details, f
: WEB PL.~J 10 f
Weld passes & their sequence etc.) "N ¢
& ,P/WEB PL.
32 M THREE SIDE)
MM } 32
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{ 7.2 Joint preparation

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

As per |S 10178 — 1995, CI.9 IRS B-2001
Cl.17.3 & WBC-2001

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

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (Itr./min)
i (Volt) speed (m/min) (mm)
(m/min)
1 Root 1.7 200 - 220 24 -26 5-6 N.A 15-20 15-18
2 Pass 1.2 200-220 24 - 26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
11. Provision of run — on/ Run - off tabs N.A
12. Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A

Welding other side of groove weld
14. Preheating and interpass temperature
15. Peening
16. Post weld treatment
17.  Rectification of weld defect

18. Inspection of weld

19. Any other relevant detail

]
; 1773: T
] r
. o/ § rPﬂ"\’:\&‘
e -.;J-‘.'_, s | i i\ i
i . npsed! S -1
L v

110°C - 150°C before welding

N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.

Visual and D.P. test.

Being similar this WPSS also covers the same for

the following Top Arch : MKD - TC - 2,2X, TC - 3,3X, TC - 4,4X
Drg. No. RDSO/B - 10429/2 & RDSO/B - 10429/8
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WELDING PROCEDURE SPECIFICATION SHEET

WORKSHOP WELDING
( 2X48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B - 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

(

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated - 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. :  BIPL/WORKSHOP/LC - 21 SPL/E/SURI/48M.BSG/WPSS/18

1. Drawing No. :  Drg. No. RDSO/B - 10429/3 (Section -E - E)
Top Tie Beam, MKD. TTB (Box Type)
Web PI. To Top/Bottom Flange PI.
20mmTh.PIl. To 20mm/20mm Th. PI.

2. Weld joint description ¢ 8mm Fillet weld (Outside on all four Corners)

3. Base Metal : 1S 2062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process 1 S.AW

5. Welding Position :  Flat

6. Welding Consumable ;

6.1 Electrode/Wire . ¢ Class:Il, Gr. W2 of IRS M: 39 - 2020

Type : Copper Coated mild steel wire
Drying method : N.A
6.2 Flux :  Class:|l, Gr. F2 of IRS M: 39 - 2020
Type : Agglomerated
Drying method : 250°C for one hour before use
6.3 Shielding Gas : NA
7. Base metal preparation :  Fusion faces and adjacent surfaces are cleaned
and made free from cracks, notches, mill scale,
grease, paint, rust etc. which may affect weld quality.

TOP FLG. PL:
7.1 Joint design details : 8y
(Sketch showing arrangements g sz ON ALL FOUR
of parts, weld groove details, WES: PL \: NZ=E 1
Weld passes & their sequence etc.) I 0 weB PL.
20 |} 20
MM i MM []
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7.2 Joint preparation

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

As per IS 4353 - 1995, CI.7 IRS B-2001
Cl.17.3 & WBC-2001

Type DC, Polarity : Reverse

As per IS 7310 (Part 1) - 1974

Weld | Electrode/Wire Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (Itr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Pass 4 500 - 550 28 - 30 1.2-14 | 0.35-0.40 15-20 N.A

10.2 Welding sequence and technique

11. Provision of run —on/ Run - off tabs
12. Cleaning of weld bead

Before laying of next weld bead
13. Root preparation before

Welding other side of groove weld
14. Preheating and interpass temperature
15. Peening
16.  Post weld treatment
17.  Rectification of weld defect
18. Inspection of weld
19.  Any other relevant detail

Welding from Run-on to run off tabs
Yes
N.A

N.A

110°C - 150°C before welding | §6- 98« c TnlefZafono™

N.A
N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify

IRS M.28/2020 after conducting D.P test.
Visual, Macro Etching and D.P. test.

N.A
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WELDING PROCEDURE SPECIFICATION SHEET

WORKSHOP WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated — 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. . BIPL/WORKSHOP/LC - 21 SPL/E/SURI/48M.BSG/WPSS/19

1. Drawing No. :  Drg. No. RDSO/B - 10429/3 (Section - B - B)
Diaphragm PI. (DP) for Top Tie Beam - MKD - TTB (Box Type)
Diaphragm Pl. To Web PI/Top/Bott. Fig. Pl.
10mmTh.Pl. To 20mm/20mm/20mm Th. PI.

2. Weld joint description :  8mm Fillet weld (At least three sides)
3. Base Metal ¢ 152062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process : F.CAW
5. Welding Position _ :  Horizontal - Vertical
6. Welding Consumable :
6.1 Electrode/Wire :  Class: | of IRS M: 46 - 2020
Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A
6.2 Flux : Class: N.A
Type : N.A
Drying method : N.A
6.3 Shielding Gas : . €O
7. Base metal preparation :  Fusion faces and adjacent surfaces are cleaned

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

TOP FLG. PLn, 2=

- - - N 2
7.1 Joint design details
(Sketch showing arrangements " i i A ,
of parts, weld groove details, f 8 f
Weld passes & their sequence etc.) e f
1 (ﬁTLEﬂST ,./ WEB PL.
20 1l THREE SIDE) 7]
MM 1 120
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{

11,
12.

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (ltr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200 - 220 24 -26 5-6 N.A 15-20 15-18
1 Pass 1.2 200-220 24 - 26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
Provision of run — on/ Run - off tabs N.A
Cleaning of weld bead N.A
Before laying of next weld bead
Root preparation before N.A

13,
14.
15:
16.
17.
18.

19.

7.2 Joint preparation

As per IS 10178 — 1995, CI.9 IRS B-2001
Cl.17.3 & WBC-2001

8. Welding current

9. Welder Qualification
10. Welding parameters and technique
10.1 Welding parameters

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

Welding other side of groove weld

Preheating and interpass temperature
Peening

Post weld treatment

Rectification of weld defect

Inspection of weld

Any other relevant detail

— =IO
P\-D r_jl_("i" U"r{ '.ﬂ.
oo JHO/ 8 SriMEC

- _1!.'_'?: s J
Aaatl Rases J Radways

v ol ".-s"’-"\ i “ L

110°C - 150°C before welding
N.A
N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify

IRS M.28/2020 after conducting D.P test.

Visual and D.P. test.

N.A
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WELDING PROCEDURE SPECIFICATION SHEET
WORKSHOP WELDING

2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and

Name of Work :

LOA Memo No:

70R Loading and Special class loading of 385 Tone ”
Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
67/W-250 Dated - 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037
Name & address of fabricator :  Bhartia Infra Projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. :  BIPL/WORKSHOP/LC - 21 SPL/E/SURI/48M.BSG/WPSS/20
1. Drawing No. Drg. No. RDSO/B - 10429/3 (Section - C - C)
Top Diagonal Tie Beam, MKD. TDTB (Box Type)
Web PIl. To Top/Bottom Flange PI.
28mmTh.Pl. To 28mm/28mm Th. PI.
2. Weld joint description :  10mm Fillet weld (Outside on all four Corners ) ;
3. Base Metal : 1S2062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process . S.AW
5. Welding Position :  Flat
6. Welding Consumable :
6.1 Electrode/Wire Class : 11, Gr. W2 of IRS M: 39 - 2020

6.2 Flux

6.3 Shielding Gas

Type : Copper Coated mild steel wire

Drying method : N.A

Class : I, Gr. F2 of IRS M: 39 - 2020

Type : Agglomerated

Drying method : As recommended by the manufacturer
N.A

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

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

TOP FLG. PL:
7.1 Joint design details 3 PO, T s :
(Sketch showing arrangements f: 10N ALL FOUR
of parts, weld groove details, e f NS 5 RN
Y
Weld passes & their sequence etc.) / |- wes pL.
28__4 28}
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1 .
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7.2 Joint preparation As per IS 4353 — 1995, CI.7 IRS B-2001
Cl.17.3 & WBC-2001
Type DC, Polarity : Reverse

As per IS 7310 (Part 1) - 1974

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

Weld | Electrode/Wire Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (ltr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Pass 4 500 - 550 26-30 12-14 | 0.30-0.35 15 - 20 N.A

10.2 Welding sequence and technique Welding from Run-on to run off tabs
11. Provision of run - on/ Run - off tabs : - Yes

12, Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A

Welding other side of groove weld s )
14. Preheating and interpass temperature 110°C- 150°C before welding , / {028 < i’h'(z/‘??)‘bﬁ’
15. Peening : NA
16. Post weld treatment : NA
17. Rectification of weld defect By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M.28/2020 after conducting D.P test.
18. Inspection of weld Visual, Macro Etching and D.P. test.

19. Any other relevant detail N.A

§ o / %ﬂ%, _acl WAL
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WELDING PROCEDURE SPECIFICATION SHEET

WORKSHOP WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated — 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. :  BIPL/WORKSHOP/LC - 21 SPL/E/SURI/48M.BSG/WPSS/21

1. Drawing No. :  Drg. No.RDSO/B - 10429/3 (Section - B - B)

Diaphragm PI. (DP) for Top Dia. Tie Beam - MKD - TDTB (Box Type) ‘

Diaphragm PI. To Web PI/Top/Bott. Fig. PI.
10mmTh.Pl. To 28mm/28mm/28mm Th. PI.

2. Weld joint description :  8mm Fillet weld (At least three sides)

3. Base Metal : IS 2062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process :  F.CAW

5. Welding Position :  Horizontal - Vertical

6. Welding Consumable L

6.1 Electrode/Wire :  Class: | of IRS M: 46 - 2020

Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A

6.2 Flux :  Class: N.A
Type : N.A
Drying method : N.A
6.3 Shielding Gas ! B0z
7. Base metal preparation :  Fusion faces and adjacent surfaces are cleaned

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

=
TOP FLG. PLn &

7.1 Joint design details : =
(Sketch showing arrangements LTI I I I AT TT 131
of parts, weld groove details, F /
Weld passes & their sequence etc.) WES PLJ 8 !
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7.2 Joint preparation

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

As per 1S 10178 — 1995, C1.9 IRS B-2001

Cl.17.3 & WBC-2001

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

Weld | Electrode/Wire Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (Itr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200 - 220 24 - 26 5-6 N.A 15-20 15-18
1 Pass 1.2 200 - 220 24-26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
11. Provision of run — on/ Run - off tabs N.A
12. Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A

Welding other side of groove weld
14. Preheating and interpass temperature
15. Peening
16. Post weld treatment

110°C - 150°C before welding

N.A
N.A

17. Rectification of weld defect By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M.28/2020 after conducting D.P test.
18. Inspection of weld Visual and D.P, test.
19. Any other relevant detail N.A
AL
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WELDING PROCEDURE SPECIFICATION SHEET

WORKSHOP WELDING

2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work :

Station.

/" LOA Memo No: 67/W-250

Agency :

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

2. Weld joint description

3. Base Metal

4. Welding Process

5. Welding Position

6. Welding Consumable
6.1 Electrode/Wire

6.2 Flux

6.3 Shielding Gas
7. Base metal preparation

7.1 Joint design details

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

Dated — 10.02.2021

Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri

S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Bhartia Infra Projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303

BIPL/WORKSHOP/LC - 21 SPL/E/SURI/48M.BSG/WPSS/22

Drg. No. RDSO/B — 10429/6 (Section B-B & E - E)

Stud Shear Connector for Bottom Cross Beam

Stud Shear Connector To Top Flg. of Bottom Cross Beam (BCB -1,2,3)
Dia. 25mm To 25mm (BCB - 1,2)/36mm (BCB - 3) Th. PI.

All round fillet joint, Weld size — 1.24d Min.
(d=25mm) Height - 7mm (Approx)

IS 2062-2011, for Plate E 350 BO fully killed normalizing/
normalizing rolling/controlled rolling & IS 3935, 1SO 6892/
BS EN 1SO13918-08 (Rev. 2017), BS - 115 2016 semi-killed or
killed for Shear Stud (Gr. - SD1)

Drawn are stud welding with ceramic ferrule

Down Hand

Class : N.A
Type : N.A

Drying method : N.A

Class : Ceramic Ferrule

Type : N.A

Drying method : Heating them to 121°C until the moisture is gone.

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.

HEAD DIA. £ 37.5MM
Lﬂj,,ﬂﬂ 33 Lo
- | +1 MM
|L ’ e = 0.5 MM
™ /| TOP AGPL 3 -
’ Sd STUD SHEAR
; ~ g CONNECTOR
@ i —0.4 MM
# § S +0 MM
o
4 - ~7MM
4 =
a 2 Page —22/1.
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at '.J N MIN. 31MM
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7.2 Joint preparation

8. Welding current

IRS B1-2001
Cl.17.3 & WBC-2001
Type DC, Polarity : Reverse

. 17. Rectification of weld defect

18. Inspection of weld

9. Welder Qualification N.A
10. Welding parameters and technique
10.1 Welding parameters
Weld | Electrode/Wire Current Arc Voltage Time Lift Plunge
Pass Dia.(mm) (Amps) (Volt) (mm) (mm)
Second Cycles
1 Pass N.A 1950 -2200 N.A 1.35-1.40 85 0.125 0.250
r
10.2 Welding sequence and technique N.A
11. Provision of run—on/ Run - off tabs N.A
12. Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A
Welding other side of groove weld
~ 14. Preheating and interpass temperature N.A
15. Peening N.A
16. Post weld treatment N.A

Stud with defective welding is removed and new stud is welded

1) Appearance Test
2) Ring Test
3) Bend Test

19.  Any other relevant detail N.A
i T4
o3o / @,,M&C
goarch OfiCOT_ s
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(WPSS)

SITE WELDING

2 X48.0m BOW STRING STEEL GIRDER

RDSO DRG. NO. RDSO/B - 10429 (SERIES) “ CLASS — A AND 70R LOADING
- SPECIAL CLASS 385 TONE”

BHARTIA INFRA PROJECTS LTD
(WEST BENGAL)

-




WELDING PROCEDURE SPECIFICATION SHEET (WPSS)
(SITE WELDING)

2 X 48.0m BOW STRING STEEL GIRDER 3 LANE

RDSO DRG. NO. RDSO/B - 10429 (SERIES) “ CLASS — A AND 70R LOADING AND SPECIAL CLASS
LOADING OF 385 TONE”

BHARTIA INFRA PROJECTS LTD
(WEST BENGAL)

NAME OF THE WORK: CONSTRUCTION OF PROPOSED ROB AND IT’S APPROACHES IN
REPLACEMENT OF EXISTING LEVEL CROSSING GATE NO. — 21 SPL/E
IN SURI AT KM. 338 OF NH-60 BETWEEN KACHUJARA — SURI
STATION.

NAME OF AGENCY : S.S. CIVIL CONSTRUCTION PVT. LTD, 1/4, NRITYA GOPAL
CHATTERIEE LANE, KOLKATA - 700037

CLIENT : SUPERINTENDING ENGINEER, NATIONAL HIGHWAY CIRCLE NO. |
Il, PW (ROADS) DIRECTORATE, GOVT. OF WEST BENGAL, SARAK
BHAWAN, LAMBODARPUR, SURI, BIRBHUM

LOA MEMO NO. : 67/W-250 DATED - 10.02.2021

RDSO. DRG. NO. : RDSO/B - 10429 (SERIES) BOW STRING _SLTEEL GIRDER

NAME OF FABRICATOR : BHARTIA INFRA PROJECT LIMITED“
JL-32, MOUZA BARUNDA, BAGNAN HOWRAH,
WEST BENGAL - 711303

PLACE OF INSPECTION : PROJECT SITE AT LEVEL CROSSING GATE NO. — 21 SPL/E IN SURI
AT KM 338 OF NH — 60 BETWEEN KACHUJORA — SURI SATION
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2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES)

Name of Work :

LOA Memo No:

INDEX

(SITE WELDING )

70R Loading and Special class loading of 385 Tone ”

Construction of proposed ROB and it's a
crossing gate no - 21 SPL/E in Suri at Km

Station.
67/W-250

Dated - 10.02.2021

“Class — A and

pproaches in replacement of exiting level
- 338 of NH - 60 between Kachujora - Suri

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037
Sl. : oy i
Component | -Joint description b e RDSO Drg. No. WPSS No. Page Mark
No. | Process
: SSG/SITE/LC-21
Tack Weld 5 mm Fillet RDSO/B - 10429
01 | All Component 2 : ; SPL/E/SURI/48M
All Fillet Joint (FCAW ) (Series) BSG/WPSS/01 1/1-1/2 |
Web Splice PI. Web Splice PI. ’ SSG/SITE/LC-21
02 Bottom Long | (32mm) To Web PI. ZZ(EEE;;;IH RDSO/B - 10429/5 SPL/E/SURI/48M 21-2/2
i Beam (25mm) BSG/WPSS/02
Top/Bottom Top/Bott. Splice PI.
Splice PI. (32mm/32mm) To | 22 mm Fillet RDSO/B - 10429/5 SSPSSSESTUEFQ}EI-:I\IA
03 Bottom Long Top/Bott. Flg. PI. (FCAW) BSG/WPSS/03 3/1-3/2
Beam (25mm/25mm)
Rib PI. Rib PI. (25mm) To
Bottom Long Web Pl. (25mm) 20 mm Fillet SSG/SITE/LC-21
04 Beam & BLB / Bottom PI. (FCAW) RDSO/B - 10429/5 SPL/E/SURI/48M 4/1-4/2
1 Bottom Cross (28mm/36mm) BSG/WPSS/04
Beam BCB i
Web Splice PI. Web Splice PI. 14 mm Fillet SSG/SITE/LC-21
05 Bottom Cross | (16mm) To Web PI. (FCAW) RDSO/B - 10429/6 SPL/E/SURI/48M 5/1-5/2
1 Beam - BCB 1,2 (16mm) BSG/WPSS/05
' Top ;
: Top Splice PI. i SSG/SITE/LC-21
| oPicePl | (32mm) ToTop Fig, | 18mm Filet RDSO/B-10429/6 |  SPL/E/SURI/48M
06 Bottom Cross PI. (25mm) (FCAW) BSG/WPSS/06 6/1-6/2
Beam - BCB 1,2 i
B‘;ft‘::tfg::e Bottom SplicePl. | SSG/SITE/LC-21
07 Crc;s b (45mm) To Bott. (FCAW) RDSO/B - 10429/6 SPL/E/SURI/48M 7/1-17/2
| vy " Fig. Pl. (28mm) BSG/WPSS/07
Web Splice PI. Web Splice PI. 20 mm Fillet SSG/SITE/LC-21
08 Bottom Cross | (25mm) To Web PI. (FCAW) RDSO/B - 10429/6 SPL/E/SURI/48M 8/1-8/2
I Beam - BCB 3 (25mm) BSG/WPSS/08
Top/Bottom 2
SplicePl. | °p/(i§“‘ rﬁ;"t';e i e il SSG/SITE/LC-21 :
Bottom Cross 4 RDSO/B - 10429/6 SPL/E/SURI/48M
| 09 Top/Bott. Pl. (FCAW) 9/1-9/2
Beam (SR SEmn BSG/WPSS/09
L (BCB - 3) i
s -




Sl. g il Weld Si
Component | Joint description b Bisay RDSO Drg. No. WPSS No. Page Mark
No. Process
Angle Cleat Angle Cleat (Ls
B
Ot;(::mc ¥ v:eSt? ﬁs{{:sxé:/)gl.%} 14 mm Fillet SIGLIEIG 24
10 | BCB1,2,3& (16mm/25mm/ eapy | RDSO/B-10429/6 | SPURISURVABM | o0 i
BSG/WPSS/10
Bottom Long 25mm)
Beam
Criss Cross Criss Cross Frame 3 SSG/SITE/LC-21
11 | Frame Bottom | (ISMC 150) To stiff. ° :an)et RDSO/B~10429/6 | op| /e/suRi/asm T
Cross Beam Pl. (12mm) BSG/WPSS/11
Hanger Flg. PI. ) SSG/SITE/LC-21 ]
o Ha"ge;fla"ge (32mm) To Web Pl. 22;&:3;’“ RDSO/B-10429/9 |  SPL/E/SURV/4BM | 1o\ .,
‘ (25mm) BLB BSG/WPSS/12
Rib PI. Hanger R;ba:"e(fmrggo B b SSG/SITE/LC-21
& Bottom Long & ) RDSO/B —10429/9 |  SPL/E/SURI/48M
13 o (25mm) / Top Flg. (FCAW) ik s 13/1-13/2
Pl. (25mm) BLB
Hanger Flg. PI.
: $SG/SITE/LC-21
Hanger Flange | (32mm) To Web Pl. | 24 mm Fillet
" o penict (Feaw) | RDSO/B=10429/9 | SPL/E/SURI/ABM | (0 0
BSG/WPSS/14
Top Arch
Rib Pl. (25mm) To
y Hanger Web PI. ; SSG/SITE/LC-21
Rib PI. H
15 | &Teo s | (25mm)/Bottom 20{?&\2;'& RDSO/B~10429/9 |  SPL/E/SURV/ABM | o\ .o
P Fig. PI. (32mm) Top BSG/WPSS/15
Arch
, Web Splice PI. : SSG/SITE/LC-21
lice Pl
I W‘f’rzsi'r‘;ip (40mm) To Web PI. 23(?c":$')'“ RDSO/B-10429/2 |  SPL/E/SURV/4BM | (o .,
P (32mm) BSG/WPSS/16
tepitamom T(:gﬁ:\t/tﬁgsj :}e '::: 28 mm Fillet SREIEG2E
- splice P!. T o (FCAw) | RDSO/B-10429/2 |  SPL/E/SURI/ASM | .\ )
Top Arch (32mm/32mm) BSG/WPSS/17
: Web Splice PI. . SSG/SITE/LC-21
18 | WePoPIee Pl 1 (o5 mm) To web Pl 18;‘&&;'“ RDSO/B-10428/3 |  SPL/E/SURI/48M | o o0
P (20mm) BSG/WPSS/18
Toofmemom. | 8 e | 18 il SSG/SITE/LC-21
19 splice Pl. To0 oot & (FCaw) | RDSO/B-10429/3 |  SPL/E/SURI/48M | o\ 101
Top Tie Beam (20mm/20mm) BSG/WPSS/19
Web PI./Top/Bott.
e e, < 0ok WA sommepcn |
20 | o Flanee | (20mm/20mm/20 (FCAw) | RDSO/B-10420/3 | SPL/E/SURI/ASM | o0 o0/
g € | mm) TTB To Flg. PI. BSG/WPSS/20 :

PL

(32mm) HR




Sl. - whd Weld Size/
; No. Component | Joint description Pedeis RDSO Drg. No. WPSS No. Page Mark
Web PI./Top/Bott.
( Top Diagonal Flg. PI.
y Tie Beam (28mm/28mm/28 18 mm Fillet SSG/SITE/LC-21
21 Connection at mm) TDTB To Flg. (FCAW) RDSO/B - 10429/3 SPL/E/SURI/48M 21/1-21/2
[ Hanger Flange PI. BSG/WPSS/21
Pl. & Top Arch (32mm) HR/ Web
Pl. (32mm) TA
; -Web PI./Top/Bott. ’
Top Diagonal
( Flg. PI. | S SSG/SITE/LC-21
22 Co;jrfe?:‘:izr: a | Glema8eam/a8 18(;”CHA1VI:;)Het ORI seusersumjaam 22/1-22/2
Top Tie Beam | ™M) TDTB To Web BSG/WPSS/22
" Pl. (20mm) TTB
' I Rib PI. (25mm) To
ol . Hanger Flg. PI. I SSG/SITE/LC-21
‘ ' " R';':T';)Ha_r?eger (32mm)/Top/Bott. 18&“&%"“ RDSO/B - 10429/3 |  SPL/E/SURI/48M -
| ik Flg. PI. TTB BSG/WPSS/23
i (20mm/20mm)
l Rib PI. (25mm) To
‘ Rib Pl. Hanger, | HR Flg. PI. (32mm)
. SSG/SITE/LC-21
L Top Arch & Top | /TA Web PI. (32mm | 22 mm Fillet
| 24 | DiagonalTie | /Top/sott Flg.Pl. | (Fcaw) | RDSO/B-10429/3 Sgéfgﬁﬁgj‘f‘;““ 24/1-24/2
( Beam (28mm/28mm)
ﬂ TDTB
Web Cover PI. ;
| ¢ SSG/SITE/LC-21
Web Cover PI. (36mm) To Web PI. | 22 mm Fillet
|28 L0 Joint (25mm) BLB/Web | (Fcaw) | RDSO/B-10429/4 5;;’;;;‘;2'5/;285“" 25/1-25/2
| PL(32mm) TA
| Top Arch Top/Bott. Fig. Pl. _ SSG/SITE/LC-21
. 26 | Connection ?jﬁ?ﬁ;rﬁ?’gg zz(g’c";vﬂ;'et RDSO/B-10429/4 |  SPL/E/SURI/48M T
I LO Joint s} BSG/WPSS/26
| Tfnzl 522:105 Tif ;lg (irs Tz?gn:) 22 mm Fillet SSG/SITENC21,
| 27 Top Arch BLB/Bott. Flg. PI. (FCAW) RDSO/B - 10429/4 Sgéféﬁ;ig;fy 27/1-27/2
: ot LO Joint (Bott.) (32mm) TA
Cover Pl. of Rib Cover Pl. (6mm) To | & mm Fillet SSG/SITE/LC-21
| 28 | Pl (Bottom) b bl ) (Fcaw) | RDSO/B-10429/a |  spL/e/suRi/asm st sk
LO Joint il BSG/WPSS/28
‘ Rib PI. Bottom | Rib PI. (25mm) To
. SSG/SITE/LC-21
Long Beam & | Top Flg. PL. (25mm) | 22 mm Fillet ‘
& Sp R
21 onnsh BLB/Top Flg, PI. (Fcaw) | RDSO/B-10429/4 ngﬁisgjfg“" 29/1-29/2
LO Joint (Top) (32mm) TA
Cover PI. of Rib SSG/SITE/LC-21
30 Pl. (Top) c°;iz' :"' ((26;‘::': )T° ¢ {:?AES;‘“ RDSO/B - 10429/4 |  SPL/E/SURI/48M S0l
j PN LO Joint ; BSG/WPSS/30 "y
pr ot PRo

PORrC




ELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING

2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

'Name of Work :

Construction of proposed ROB and it's approaches in replacement of exiting level

crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri

Station.

LOA Memo No: 67/W-250 Dated — 10.02.2021

Agency :

Name & address of fabricator

Welding procedure specification No.

1

4.

5.

6.

Drawing No.
Weld joint description

Base Metal

Welding Process
Welding Position

Welding Consumable

6.1 Electrode/Wire

6.2 Flux

6.3 Shielding Gas
7. Base metal preparation

7.1 Joint design details

/4

2

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

Bhartia Infra Projects Ltd

S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303

BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/01
Drg. No. RDSO/B — 10429 (Series)
5 mm Tack Weld on all fillet Joints

1S 2062-2011, Gr. E 350 BO for Plate section and E 250 BO
for Rolled Section

F.CA.W

Horizontal

Class : | of IRS M:46 - 2020

Type : Copper coated mind steel wire
Drying method : N.A

Class : N.A

Type : N.A

Drying method : 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.

Length of tack Weld — 50 mm.
gap between two Tack welds — 300 mm

v

oo e /€Y TF ITo
Asstt. Research Officer/M&C
& I =T / Ministry of Railways

Page —1/1
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7.2 Joint preparation

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

As per IS 4353 - 1995, CI.7, IS: 10178 Cl. 9, IRS B-2001

Cl.17.3 & WBC-2001

Type DC, Polarity : Reverse

As per IS 7310 (Part 1) - 1974

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | ( Itr/min)
(Volt) speed (m/min) (mm)
(m/min)

1 Pass 1.2 200 - 220 24-26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique : NA
11. Provision of run—on/ Run - off tabs : NA
12. Cleaning of weld bead : NA

Before laying of next weld bead

13. Root preparation before : NA '

Welding other side of groove weld
14.  Preheating and interpass temperature : N.A
15. Peening : NA

16. Post weld treatment 5 NLA
17.  Rectification of weld defect 1 Byre-Welding after complete removal of defective weld

Visual
None

18. Inspection of weld
19. Any other relevant detail

- gﬁm/a@@mo

. &C
ch Officer/M
Asstt. Resear istry of Railways

T / Min !
: il ‘T/{;T\F /RD.SC. LucKn oW ‘
FodoHToTo, © i




WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250  Dated — 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. . BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/02

1. Drawing No. :  Drg. No. RDSO/B - 10429/5 (Details of Splice-Elevation, Sec. - J -J)
Web Splice Pl. of Bottom Long Beam (Box Type)
Web Splice Pl. To Web PI. of Bottom Long Beam
32mmTh.Pl. To 25mm Th. PL.

2. Weld joint description :  22mm Fillet weld (All around)
3. Base Metal : 152062-2011, Gr. E 350 BO fully killed with normalizing
4, Welding Process :  FCAW
5. Welding Position :  Horizontal - Vertical - Overhead
6. Welding Consumable :
6.1 Electrode/Wire :  Class:1of IRS M: 46 - 2020
Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A
6.2 Flux 1 Class:N.A
Type : N.A
Drying method : N.A
6.3 Shielding Gas I 85 )
7. Base metal preparation :  Fusion faces and adjacent surfaces are cleaned

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

22

7.1 Joint design details
(Sketch showing arrangements
of parts, weld groove details, P
Weld passes & their sequence etc.) WEB SPLICE PL.

)

AT

32MM
WEB SPLICE PL.
25UM
L~ WEB PL

L W, L W L L W L L L WL L WY

TR . . W " . . S, " Y W W W e .

» et ad T8 SECTION J-J
Feqty »

a8

officer/M&

i ‘-I‘-._-:F','-"TC"" o i
ZeRA PRO X Asstt. r ”ﬁ, of Raitwa Page—2/1




As per 1S 10178 — 1995, C1.9 IRS B-2001
Cl.17.3 & WBC-2001

7.2 Joint preparation

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

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

Weld Pass | Electrode/Wire Current Arc Wire Travel Electrode | Gas flow
Dia.(mm) (Amps) Voltage feed speed stick out | (ltr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200 - 220 24 - 26 5-6 N.A 15-20 15-18
14 Pass 3.2 200 - 220 24 - 26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
11. Provision of run — on/ Run - off tabs N.A
12. Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A

Welding other side of groove weld
14. Preheating and interpass temperature
15. Peening
16. Post weld treatment
17. Rectification of weld defect

110°C - 150°C before-wetding

N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M.28/2020 after conducting D.P test.

18. Inspection of weld Visual and D.P. test.

19. Any other relevant detail N.A

Page - 2/2



WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
[~ 2X48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and ‘
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
( crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
LOA Memo No: 67/W-250 Dated — 10.02.2021
Agency : 5.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037
Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. . BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/03

1. Drawing No. . Drg. No. RDSO/B — 10429/5 (View -G - G)
Top/Bottom Splice Pl. of Bottom Long Beam (Box Type)
Top/Bott. Splice Pl. To Top/Bott. Pl. of Bottom Long Beam
32mmTh.Pl. To 25mm/25mm Th. PI. i

2. Weld joint description . 22mm Fillet weld (All around)
" 3. Base Metal . 1S2062-2011, Gr. E 350 BO fully killed with normalizing
y 4. Welding Process :  F.CAW
r 5. Welding Position :  Horizontal - Vertical - Overhead
6. Welding Consumable :
6.1 Electrode/Wire :  Class:1of IRSM: 46 - 2020
Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A
6.2 Flux : Class:N.A
Type : N.A
( Drying method : N.A
6.3 Shielding Gas ¢ Gl
7. Base metal preparation . Fusion faces and adjacent surfaces are cleaned
and made free from cracks, notches, mill scale,
' grease, paint, rust etc. which may affect weld quality.
. = 32MM ‘
{ 7.1 Joint design details g bt o e g 22
(Sketch showing arrangements f \_ i
of parts, weld groove details, f 25MM i
_. Weld passes & their sequence etc.) / IFEe ;
THIC f !
@/ g T e / :
xo SNAC/ " ShcerlWe™ H 25um /
o ‘ ;_:91.‘3,‘1,‘—h _‘h_\,m.:E_' PR .:‘ e H BOTT. Plj\ y
: - ‘ ,I _ = i 2 0 gt 22
BOTT, ‘SPLICE PL Page-3/1
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7.2 Joint preparation

8. Welding current

As per IS 10178 — 1995, CI.9 IRS B-2001

Cl.17.3 & WBC-2001

Type DC, Polarity : Reverse

Welding other side of groove weld

14.  Preheating and interpass temperature

15. Peening
16. Post weld treatment
17. Rectification of weld defect

18. Inspection of weld

19.  Any other relevant detail

@f

q-q"vﬁﬂ"
|oIo arfere / thceﬂ'Ms‘c
psstt. Rese Prafiars™

A 1‘&""fﬁq

110°C - 150°C befere=weiding

N.A
N.A

9. Welder Qualification As per IS 7310 (Part 1) - 1974
10. Welding parameters and technique
10.1 Welding parameters
Weld Pass | Electrode/Wire Current Arc Wire Travel Electrode | Gas flow
Dia.(mm) (Amps) Voltage feed speed stick out | (Itr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200 - 220 24 -26 5-6 N.A 15-20 15-18
14 Pass 1.2 200 - 220 24-26 5-6 N.A 15-20 15-18
+ 10.2 Welding sequence and technique N.A
11. Provision of run — on/ Run - off tabs N.A
12. Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.

Visual and D.P. test.

N.A

g XC4 ~r
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WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING

2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B - 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work :

Construction of proposed ROB and it's approaches in replacement of exiting level

crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri

Station.
LOA Memo No: 67/W-250

Agency :

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

Weld joint description

Base Metal

Welding Process

Welding Position

Welding Consumable
1 Electrode/Wire

D OU AW

6.2 Flux

6.3 Shielding Gas
7. Base metal preparation

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

Dated —10.02.2021
S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303

BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/04

Drg. No. RDSO/B ~ 10429/5 (Detail - 5)
Rib PI. of Bottom Long Beam & Bottom Cross Beam

Rib Pl. To Web PI. of Bottom Long Beam/Bott. PI. of Bott. Cross Beam

25mmTh.Pl. To 25mm/28mm/36mm Th. PI.
20mm Fillet weld (Both Side All around)

IS 2062-2011, Gr. E 350 BO fully killed with normalizing

F.C.AW
Horizontal - Vertical - Overhead

Class : | of IRS M: 46 - 2020

Type : Flux Cored MIG Welding filler wire with shield gas

Drying method : N.A

Class : N.A

Type : N.A

Drying method : N.A

CO;

Fusion faces and adjacent surfaces are cleaned
and made free from cracks, notches, mill scale,

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

326625
RN
BOTT.CROSS BEAM 32MM
\ HANGER FLG. PL.
N
L. n
- )
’ 25MM
1~ BOTTOM LONG
2 /]| BEAM WEB PL.
vl
{ 4
{ ’
420 s
ZSMM-/
RIB PL.
DETAIL -5
(SITE WELDING)

el T e -
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7.2 Joint preparation

8. Welding current
9. Welder Qualification

10. Welding parameters and technique

10.1 Welding parameters

Weld Pass | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Dia.(mm) (Amps) Voltage feed speed stick out | (ltr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200 - 220 24 - 26 5-6 N.A 15-20 15-18
12 Pass 12 200-220 24 - 26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
11. Provision of run — on/ Run - off tabs N.A
12. Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A
Welding other side of groove weld
14. Preheating and interpass temperature 110°C - 150°C befere-welding
15. Peening N.A
16. Post weld treatment N.A
17. Rectification of weld defect By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M.28/2020 after conducting D.P test.
18. Inspection of weld Visual and D.P. test.
19. Any other relevant detail N.A
Y e
, «© tAY)
fce wal®
<% ﬁz’*‘- 1:52‘1 pet
Nﬁ‘;ﬁﬁﬁ - |R0 o
A age—4/2
ot
.gp:‘.‘é\‘; i

As per IS 10178 — 1995, C1.9 IRS B-2001
Cl.17.3 & WBC-2001

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




WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated — 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. . BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/05 :

1. Drawing No. . Drg. No. RDSO/B —10429/6 (Detail - SP1 & SP2,SEC.3-3 &6 - 6)
Web Splice PIl. of Bottom Cross Beam MKD - BCB -1 & BCB - 2
Web Splice Pl. To Web PI. of Bottom Cross Beam
16mmTh.Pl. To 16mm Th. PL.

2. Weld joint description : 14mm Fillet weld (All around)
3. Base Metal : IS 2062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process :  FCAW
5. Welding Position :  Horizontal
6. Welding Consumable ;
6.1 Electrode/Wire : Class: | of IRS M: 46 - 2020
Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A
6.2 Flux : Class:N.A
Type : N.A
i Drying method : N.A ]
6.3 Shielding Gas €Oy
7. Base metal preparation :  Fusion faces and adjacent surfaces are cleaned

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

7.1 Joint design details Vzz /77771 16MM
(Sketch showing arrangements ’ WEB PL.
of parts, weld groove details, 16MM E 16MM
Weld passes & their sequence etc.) WEB SPLICE PL. g WEB SPLICE PL.
%} - 7 14
o/ mﬁ'\cef “‘“&?.«, 2277772
bgo { Ch F:\‘l\\'\l ad N
ﬂ;\ss\\-_ e:?f:m ity f“. Al SECTION 3-3 & 6-6
P -

Ll @ " (SITE WELDING ) Page - 5/1



7.2 Joint preparation

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

As per IS 10178 - 1995, CI.9 IRS B-2001
Cl.17.3 & WBC-2001

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

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (ltr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200-220 24-26 5-6 N.A 15-20 15-18
5 Pass 1.2 200-220 24 - 26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
11. Provision of run —on/ Run - off tabs N.A
12. Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A

Welding other side of groove weld
14.  Preheating and interpass temperature
15.  Peening
16. Post weld treatment
17.  Rectification of weld defect

18. Inspection of weld

110°C - 150°C before-waitdhg

N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M.28/2020 after conducting D.P test.

Visual and D.P. test.

19.  Any other relevant detail N.A
) gL
Ta
L reicy, ™ ?{‘.; :.'56
Ai\EAR G s
o M arch = -r\a"-““”“ P
* s e Ge " ) ol \ u':a‘&'
e, R L o T
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T i L

Page —5/2

‘_I_.“;tn_’\"
JC N




WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated - 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. :  BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/06

1. Drawing No. :  Drg. No. RDSO/B - 10429/6 (Detail - SP1 & SP2, View 1-1 & 4 - 4)
Top Splice Pl. of Bottom Cross Beam MKD -BCB -1 & BCB-2
Top Splice Pl. To Top PI. of Bottom Cross Beam
32mmTh.Pl. To 25mm Th. PI.

2. Weld joint description : 18mm Fillet weld (All around)

3. Base Metal : IS 2062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process :  F.CAW

5. Welding Position ' ¢ Horizontal

6. Welding Consumable :

6.1 Electrode/Wire :  Class: | of IRS M: 46 - 2020

Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A

6.2 Flux : Class:N.A
Type : N.A
Drying method : N.A
6.3 Shielding Gas L 5 )
7. Base metal preparation :  Fusion faces and adjacent surfaces are cleaned

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

7.1 Joint design details : 18 SSMM
(Sketch showing arrangements Wp SPLICE PL.

of parts, weld groove details, 5 L
Weld passes & their sequence etc.) 9 25MM
/] TOP FLG. PL.
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11.
12,

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (ltr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200 - 220 24 - 26 5-6 N.A 15-20 15-18
9 Pass 1.2 200 - 220 24 -26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
Provision of run — on/ Run - off tabs N.A
Cleaning of weld bead N.A
Before laying of next weld bead
Root preparation before N.A

13.
14.
15.
16.
17
18.

39,

7.2 Joint preparation

8. Welding current

9. Welder Qualification
10. Welding parameters and technique
10.1 Welding parameters

As per IS 10178 — 1995, CI.S IRS B-2001

Cl.17.3 & WBC-2001

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

Welding other side of groove weld
Preheating and interpass temperature

Peening

Post weld treatment

Rectification of weld defect

Inspection of weld

Any other relevant detail

T .

110°C - 150°C before-wetding

N.A
N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.

Visual and D.P. test.

N.A

s
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WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated - 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator 1 Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. :  BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/07

1. Drawing No. :  Drg. No. RDSO/B —10429/6 (Detail - SP1 & SP2, View 2-2 & 5 - 5)
Bottom Splice Pl. of Bottom Cross Beam MKD -BCB-1 & BCB-2
Bottom Splice Pl. To Bottom PI. of Bottom Cross Beam
45mmTh.Pl. To 28mm Th. PI.

2. Weld joint description ¢ 24mm Fillet weld (All around)
3. Base Metal : 152062-2011, Gr. E 350 BO fully killed with normalizing
4, Welding Process :  FCAW
5. Welding Position - . Horizontal
6. Welding Consumable z
6.1 Electrode/Wire :  Class:1of IRSM: 46 -2020
Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A
6.2 Flux ¢ Class:N.A
Type : N.A
Drying method : N.A
6.3 Shielding Gas : €O,
7. Base metal preparation :  Fusion faces and adjacent surfaces are cleaned

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

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

28MM
@?«E},@ &0 £ Bort FLG PL
0“\0 na‘\\"a\5
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o A e SECTION 3-3 & 66
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11.
32

7.2 Joint preparation

8. Welding current

9. Welder Qualification
10. Welding parameters and technique
10.1 Welding parameters

As per IS 10178 — 1995, CI.9 IRS B-2001

Cl.17.3 & WBC-2001

Type DC, Polarity : Reverse

As per IS 7310 (Part 1) - 1974

Weld Pass | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Dia.(mm) (Amps) Voltage feed speed stick out | (Itr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200 -220 24 - 26 5-6 N.A 15-20 15-18
15 Root 1.2 200 - 220 24 -26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
Provision of run —on/ Run - off tabs N.A
Cleaning of weld bead N.A
Before laying of next weld bead
Root preparation before N.A

13.
14.
15.
16.
17,
18.

19.

Welding other side of groove weld
Preheating and interpass temperature

Peening

Post weld treatment
Rectification of weld defect

Inspection of weld

Any other relevant detail

110°C - 150°C befere-wetdihg

N.A
N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.
Visual and D.P. test.

N.A

Page—7/2



WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated - 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. :  BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPS5/08

1. Drawing No. :  Drg. No. RDSO/B - 10429/6 (Detail - SP3, Section - 9 - 9)
Web Splice PIl. of Bottom Cross Beam MKD - BCB - 3
Web Splice Pl. To Web PI. of Bottom Cross Beam
25mmTh.Pl. To 25mm Th. PI.

2. Weld joint description : 20mm Fillet weld (All around)
3. Base Metal i ! IS 2062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process . F.CAW
5. Welding Position :  Horizontal
6. Welding Consumable :
6.1 Electrode/Wire :  Class:|1of IRS M: 46 - 2020
Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A
6.2 Flux : Class:N.A
Type : N.A
Drying method : N.A
6.3 Shielding Gas ;| COs
7. Base metal preparation :  Fusion faces and adjacent surfaces are cleaned

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

20
7.1 Joint design details
(Sketch showing arrangements
of parts, weld groove details,
Weld passes & their sequence etc.) 25MM 25MM f 25MM
WEB PSLPLICE L WEB PL. WEB PSLPUCE
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7.2 Joint preparation

8. Welding current
9. Welder Qualification

10. Welding parameters and technique

10.1 Welding parameters

As per IS 10178 — 1995, CI.9 IRS B-2001

CL.17.3 & WBC-2001

Type DC, Polarity : Reverse

As per IS 7310 (Part 1) - 1974

Weld Pass | Electrode/Wire Current Arc Wire Travel Electrode | Gas flow
Dia.(mm) (Amps) Voltage feed speed stick out | (Itr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200 - 220 24 - 26 5-6 N.A 15-20 15-18
10 Pass 12 200 -220 24 - 26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
11. Provision of run — on/ Run - off tabs N.A
12. Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A

Welding other side of groove weld

14.  Preheating and interpass temperature

15. Peening
16. Post weld treatment
17. Rectification of weld defect

18. Inspection of weld

19.  Any other relevant detail

9

f
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o
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110°C - 150°C before-wetding
N.A
N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.

Visual and D.P. test.

N.A
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WELDING PROCEDURE SPECIFICATION SHEET

. SITE WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and '
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated — 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. :  BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/09

1. Drawing No. :  Drg. No. RDSO/B - 10429/6 (Detail - SP3, View -7-7 & 8 - 8)
Top/Bottom Splice Pl. of Bottom Cross Beam MKD - BCB - 3
Top/Bott. Splice Pl. To Top/Bott. Pl. of Bottom Cross Beam
45mmTh.Pl. To 36mm Th. PI.

2. Weld joint description :  28mm Fillet weld (All around)
3. Base Metal : IS 2062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process : F.CAW
5. Welding Position :  Horizontal
6. Welding Consumable :
6.1 Electrode/Wire :  Class: | of IRS M: 46 - 2020
Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A
6.2 Flux :  Class: N.A
Type : N.A
Drying method : N.A
6.3 Shielding Gas s CO5
7. Base metal preparation 1 Fusion faces and adjacent surfaces are cleaned
and made free from cracks, notches, mill scale,
grease, paint, rust etc. which may affect weld quality.
45MM
7.1 Joint design details : TOP SPLICE PL. 228+
(Sketch showing arrangements 7 7
of parts, weld groove details, 7 ’
Weld passes & their sequence etc.) é 7
§ 36MM i
TOP/BOTT. §
# i o E PL. ;
e O ’ ’
i g@oa{ o O‘i“iid‘wais o g %
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SECTIONEE&Z99  PL
SITE WH DING )




7.2 Joint preparation

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

As per IS 10178 - 1995, Cl.9 IRS B-2001
Cl.17.3 & WBC-2001

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

Weld Pass | Electrode/Wire Current Arc Wire Travel Electrode | Gas flow
Dia.(mm) (Amps) Voltage feed speed stick out | (ltr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root et 200 - 220 24 - 26 5-6 N.A 15-20 15-18
21 Pass 1.2 200 - 220 24 - 26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
11. Provision of run — on/ Run - off tabs N.A
12. Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A

Welding other side of groove weld
14.  Preheating and interpass temperature
15. Peening
16. Post weld treatment
17.  Rectification of weld defect

18. Inspection of weld

19.  Any other relevant detail

. iig ﬂ‘o

110°C - 150°C befere-wetding

N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.

Visual and D.P. test.

N.A

Page - 9/2




WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated - 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator . Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. :  BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/10

1. Drawing No. : Drg. No. RDSO/B - 10429/6 (Section-F-F,G-G,H-H)
Angle Cleat of Bottom Cross Beam MKD - BCB -1,2,3
Angle Cleat To Web PI. of Bott. Cross Beam/Web of Bott. Long Beam
Ls. 150X150X18 To 16mm/25mm/25mm Th. PI.

2. Weld joint description : 14mm Fillet weld (All around)

3. Base Metal : 1S2062-2011, Gr. E 350 BO for Plate Section & E 250 BO
for Rolled Section fully killed with normalizing

4. Welding Process . F.CAW

5. Welding Position :  Horizontal - Vertical - Overhead

6. Welding Consumable :

6.1 Electrode/Wire :  Class:10of IRS M: 46 - 2020

Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A

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

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

7.1 Joint design details - Ali\
(Sketch showing arrangements e /
of parts, weld groove details, BOTT.CROSS BEAM N 5
Weld passes & their sequence etc.) "//L —— 25MM
LS. 150X150X18 — R o o Lot

A
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A
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13
12.

7.2 Joint preparation

8. Welding current

9. Welder Qualification
10. Welding parameters and technique
10.1 Welding parameters

As per IS 10178 — 1995, C1.9 IRS B-2001

Cl.17.3 & WBC-2001

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

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (ltr./min)
- (Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200 - 220 24 -26 5-6 N.A 15-20 15-18
5 Pass 12 200 - 220 24 - 26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
Provision of run — on/ Run - off tabs N.A
Cleaning of weld bead N.A
Before laying of next weld bead
Root preparation before N.A

i3
14.
15.
16.
37
18.

19,

Welding other side of groove weld
Preheating and interpass temperature

Peening

Post weld treatment
Rectification of weld defect

Inspection of weld

Any other relevant detail

110°C - 150°C before-wetding

N.A
N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 0of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.

Visual and D.P. test.

N.A

Page— 10/2




WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
LOA Memo No: 67/W-250 Dated - 10.02.2021
Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037
Name & address of fabricator :  Bhartia Infra Projects Ltd |

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. : BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/11

1. Drawing No. . Drg. No.RDSO/B —10429/6 (Section-B-B & E - E)
Criss - Cross Frame of Bottom Cross Beam MKD - BCB - 1,2.3
ISMC - 150 To Stiffener PI. of Bottom Cross Beam
ISMC - 150 To 12mm Th. PI.

2. Weld joint description :  6bmm Fillet weld (All around)

3. Base Metal ¢ 152062-2011, Gr. E 350 BO fully killed with normalizing

4. Welding Process :  FCAW

5. Welding Position . Horizontal - Vertical - Overhead

6. Welding Consumable :

6.1 Electrode/Wire :  Class: 1 0of IRS M: 46 - 2020

i Type : Flux Cored MIG Welding filler wire with shield gas '

Drying method : N.A

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

6.3 Shielding Gas O 3

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

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

7.1 Joint design details
(Sketch showing arrangements

of parts, weld groove details, ISMC-150
Weld passes & their sequence etc.)
12MM
STIFFENER
B '

o ISMC—-150
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7.2 Joint preparation

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

As per IS 10178 - 1995, CI.9 IRS B-2001
Cl.17.3 & WBC-2001

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

Weld | Electrode/Wire Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (Itr./min)
(Volt) speed (m/min) (mm)
(m/min) -

1 Pass 1.2 200-220 24 - 26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
11. Provision of run — on/ Run - off tabs N.A
12. Cleaning of weld bead N.A

Before laying of next weld bead
13. Root preparation before N.A
Welding other side of groove weld
14.  Preheating and interpass temperature 110°C - 150°C before-welding
15. Peening N.A
16. Post weld treatment N.A
17.  Rectification of weld defect By grinding of the defective weld & rectify the weld
as per CL. 32.2 of 9595-96, using B2 Class of electrodes
of specify IRS M. 28/2020 after conducting D.P test.
18. Inspection of weld Visual and D.P. test.
19. Any other relevant detail N.A
Ze
(@
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WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated - 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. : BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/12

1. Drawing No. . Drg. No. RDSO/B - 10429/9 (Joint Details-Elevation - L1,12,L3,L4
& Section- N - N)
Hanger Flange PI. To Bottom Long Beam Web PI.
32 mm Th. To 25 mm Th.

2. Weld joint description :  22mm Fillet weld (All around)
3. Base Metal i ¢ 152062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process :  FCAW
5. Welding Position :  Vertical - Overhead
6. Welding Consumable ;
6.1 Electrode/Wire ¢ Class: | of IRS M: 46 - 2020
Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A
6.2 Flux :  Class:N.A
Type : N.A
Drying method : N.A
6.3 Shielding Gas ! €Oz
7. Base metal preparation :  Fusion faces and adjacent surfaces are cleaned
and made free from cracks, notches, mill scale,
grease, paint, rust etc. which may affect weld quality.
GOF HANGER
7.1 Joint design details : Ne
(Sketch showing arrangements o2
of parts, weld groove details,
Weld passes & their sequence etc.) /_ BOTT O
LONG BEAM
WEB PL.
% . @\° $ »”27
« N _
o /% qeet ’ \
Oﬂo & o s ga\\‘”\ yoe ” .t
-'ap\c.ﬁ\-l ne J".'\-;‘:\'-'v}ﬂ S €2 U \
S B ek JOINT DETAILS ELEVATION ( L Y e



7.2 Joint preparation As per 1S 10178 — 1995, CI.9 IRS B-2001

Cl.17.3 & WBC-2001

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

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

Weld Pass | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Dia.(mm) (Amps) Voltage feed speed stick out | (Itr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root i 200 - 220 24 - 26 5-6 N.A 15-20 15-18
14 Pass 1.2 200 - 220 24 -26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
11. Provision of run — on/ Run - off tabs N.A
12, Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A
Welding other side of groove weld
14.  Preheating and interpass temperature 110°C - 150°C befere-wetding
15. Peening N.A
16. Post weld treatment N.A
17.  Rectification of weld defect By grinding of the defective weld & rectify the weld as per
CL. 32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.
18. Inspection of weld Visual and D.P. test.
19.  Any other relevant detail N.A
L
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WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B - 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

L e

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated - 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. :  BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/13

1. Drawing No. :  Drg. No. RDSO/B - 10429/9 (Joint Details-Elevation - L1,12,L3,L4
& Section-N - N, M - M) '
Rib PI. for Hanger & Bottom Long Beam
Rib Pl. To Hanger Web PI/Bottom Long Beam Top Flg. PI.
25 mm Th. To 25 mm/25mm Th.

2. Weld joint description : 18mm Fillet weld (All around)
3. Base Metal ¢ 152062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process : F.CAW
5. Welding Position : Horizontal - Vertical
6. Welding Consumable -
6.1 Electrode/Wire ¢ Class: 1 of IRSM: 46 - 2020
Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A
6.2 Flux ¢ Class:N.A
Type : N.A
Drying method : N.A
6.3 Shielding Gas i €O
7. Base metal preparation 1 Fusion faces and adjacent surfaces are cleaned :

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

7.1 Joint design details o

(Sketch showing arrangements

of parts, weld groove details,
Weld passes & their sequence etc.) 18 Gmi

\ f e \opz?ﬁ.‘ PL.
%} . @\ ||, 2ouM Z(BO‘JTOM LONG BEAM)
/ ‘!& ‘“&0 e /’—_— WEB PL. =K\
o “'\(‘.3‘ ; S Z5MM 25MM
0 Arch 0 ‘_Ra\\“a\l (RBPL ey | RiB PL
B medB L ay
pos\ o [N g 08 SECTION M-M
ZZANFRA > Eog Tk ’@1{3[ (SITE WIELDING )
A b e " C- .




155
2.

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (Itr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200 - 220 24 - 26 5-6 N.A 15-20 15-18
9 Pass 12 200 - 220 24 - 26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
Provision of run — on/ Run - off tabs N.A
Cleaning of weld bead N.A
Before laying of next weld bead
Root preparation before N.A

13
14.
15.
16.
7.
18.

19,

7.2 Joint preparation

8. Welding current

9. Welder Qualification
10. Welding parameters and technique
10.1 Welding parameters

As per IS 10178 — 1995, C1.9 IRS B-2001

Cl.17.3 & WBC-2001

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

Welding other side of groove weld
Preheating and interpass temperature

Peening

Post weld treatment

Rectification of weld defect

Inspection of weld

Any other relevant detail

110°C - 150°C before welding

N.A
N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.

Visual and D.P. test.

N.A
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WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING

2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and '
70R Loading and Special class loading of 385 Tone ”
Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri

Station.
LOA Memo No: 67/W-250 Dated - 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator

' Welding procedure specification No.

1. Drawing No.

Weld joint description
Base Metal

Welding Process
Welding Position

. Welding Consumable
.1 Electrode/Wire

DU A wN

6.2 Flux

6.3 Shielding Gas
7. Base metal preparation

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

Bhartia Infra Projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303

BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/14

Drg. No. RDSO/B — 10429/9 (Elevation of Joint - U1,U2,U3,U4
& Section - H - H)
Hanger Flange Pl. To Top Arch Web PI.
32 mm Th. To 32 mm Th.
24mm Fillet weld (All around)
IS 2062-2011, Gr. E 350 BO fully killed with normalizing
F.CAW
Horizontal - Vertical

Class : 1 of IRS M: 46 - 2020

Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A

Class : N.A

Type : N.A

Drying method : N.A

CO;

Fusion faces and adjacent surfaces are cleaned

and made free from cracks, notches, mill scale,

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

o /¥ Sce* yS
; n O AW
<« o-'ﬂ“ Elese:;f;\'\s“‘f o‘:oﬂ Luckn?
= reS e o A h\! Page - 14/1
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7.2 Joint preparation

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

As per IS 10178 — 1995, CI.9 IRS B-2001
Cl.17.3 & WBC-2001

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

Weld Pass | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Dia.(mm) (Amps) Voltage feed speed stick out | (ltr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200 - 220 24 - 26 5-6 N.A 15-20 15-18
15 Pass 1.2 200 - 220 24 - 26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
11. Provision of run—on/ Run - off tabs N.A
12. Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A

Welding other side of groove weld

14.  Preheating and interpass temperature
15.  Peening

16. Post weld treatment

17.  Rectification of weld defect

18. Inspection of weld

13.  Any other relevant detail

110°C - 150°C befare-wetding

N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 0f 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.

Visual and D.P. test.

N.A

Page —14/2




WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B - 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated - 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303

Welding procedure specification No. . BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/15

1. Drawing No. ' : Drg. No. RDSO/B - 10429/9 (Elevation of Joint - U1,U2,U3,uq ’
& Section-H - H, K - K)
Rib PI. for Hanger & Top Arch

Rib PI. To Hanger Web PI/Top Arch Bottom Flg. PI.
25 mm Th. To 25 mm/32mm Th.

2. Weld joint description ¢ 20mm Fillet weld (All around)

3. Base Metal : 152062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process :  F.CAW

5. Welding Position $ Vertical - Overhead

6. Welding Consumable ;

6.1 Electrode/Wire : Class: | of IRS M: 46 - 2020

Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A

6.2 Flux i Class:N.A

Type: N.A

Drying method : N.A
6.3 Shielding Gas : w G0y ‘
7. Base metal preparation ¢ Fusion faces and adjacent surfaces are cleaned

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

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

\ 32MM
| : e
. &
ﬁ/ @ ‘1\30 25 MM
& e N® : RIB PL.
0 | O e o
BT S SECTIONK-K
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7.2 Joint preparation

8. Welding current
9. Welder Qualification

10. Welding parameters and technique

10.1 Welding parameters

As per IS 10178 — 1995, CI.9 IRS B-2001

Cl.17.3 & WBC-2001

Type DC, Polarity : Reverse

As per IS 7310 (Part 1) - 1974

Weld Pass | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Dia.(mm) (Amps) Voltage feed speed stick out | (ltr./min)
(Volt) speed (m/min) (mm)
- (m/min)
1 Root 1.2 200-220 24 -26 5-6 N.A 15-20 15-18
12 Pass R 200 - 220 24 -26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
11. Provision of run — on/ Run - off tabs N.A
12. Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A

Welding other side of groove weld
14.  Preheating and interpass temperature
15. Peening
16. Post weld treatment
17.  Rectification of weld defect

110°C - 150°C before-waeldiag

N.A

N.A

By grinding of the defective weld & rectify the weld as per/
CL.32.2 of 9595-96, using B2 Class of electrodes of specify|
IRS M. 28/2020 after conducting D.P test.

18. Inspection of weld - Visual and D.P. test.

19. Any other relevant detail N.A

Page — 15/2



WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING

2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”
Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri

Station.
LOA Memo No: 67/W-250 Dated - 10.02.2021
Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

Weld joint description
Base Metal

Welding Process
Welding Position

. Welding Consumable
.1 Electrode/Wire

$ Wi

oo wn

6.2 Flux

6.3 Shielding Gas
7. Base metal preparation

s N I R o 28
(Sketch showing arrangements
of parts, weld groove details, - oA
Weld passes & their sequence etc.) WEB SPLICE PL. o WEB SPLICE PL.
WEB PL.
.@/’ &
/ AY)
I.g.(f.\, (W o ;
AP O g SECTION H-H
8O ot ¥ 950" amEweaone
% @@ ﬂ“"“\ H'\p- (SITE WELDING)

ST Vi
AR SE U

Bhartia Infra Projects Ltd i
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303

BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/16

Drg. No. RDSO/B - 10429/2 (Details of Splice - Elevation Sec. H-H)
Web Splice Pl for Top Arch Web PI.
Web Splice PL. To Web Pl of Top Arch
40 mm Th. To 32mm Th.
28mm Fillet weld (All around)
IS 2062-2011, Gr. E 350 BO fully killed with normalizing
F.CA.W
Horizontal - Vertical - Overhead

Class : | of IRS M: 46 - 2020

Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A

Class : N.A

Type : N.A

Drying method : N.A

Co,

Fusion faces and adjacent surfaces are cleaned

and made free from cracks, notches, mill scale,

grease, paint, rust etc. which may affect weld quality.
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7.2 Joint preparation

8. Welding current
9. Welder Qualification

10. Welding parameters and technique

10.1 Welding parameters

As per IS 10178 - 1995, C1.9 IRS B-2001

Cl.17.3 & WBC-2001

Type DC, Polarity : Reverse

As per IS 7310 (Part 1) - 1974

Weld Pass | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Dia.(mm) (Amps) Voltage feed speed stick out | (Itr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200 - 220 24-26 5-6 N.A 15-20 15-18
21 Pass 32 200-220 24 -26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
11. Provision of run - on/ Run - off tabs N.A
12. Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A
Welding other side of groove weld
14.  Preheating and interpass temperature 110°C - 150°C befere-wetding
15.  Peening N.A
16. Post weld treatment N.A
17.  Rectification of weld defect By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.
18. Inspection of weld Visual and D.P. test.
19.  Any other relevant detail N.A
/@ | o
e
4 /m«\cgﬂ 15
(<] @ E"c"\o ot "‘p’
ﬁoqe\"?‘ﬂne 1'»@,54" 4
?‘;ﬁﬁb@o.
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WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING

2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B - 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated - 10.02.2021 !

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

Weld joint description

Base Metal

Welding Position

. Welding Consumable

2

3

4. Welding Process
5

6

6.1 Electrode/Wire
6.2 Flux

6.3 Shielding Gas

7. Base metal preparation

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

\ &M“’m

Bhartia Infra Projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303

BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/17

Drg. No. RDSO/B - 10429/2 (View F-F & G-G, Sec. H-H)
Top/Bottom Splice PI. for Top Arch Top/Bottom Flg. Pl.
Top/Bottom Splice PI. To Top/Bottom Fig. Pl. of Top Arch
40 mm/40mm Th. To 32mm/32mm Th.

28mm Fillet weld (All around)

IS 2062-2011, Gr. E 350 BO fully killed with normalizing
F.CA.W

Horizontal - Overhead

Class : | of IRS M: 46 - 2020 .
Type : Flux Cored MIG Welding filler wire with shield gas

Drying method : N.A

Class : N.A

Type : N.A

Drying method : N.A

CO;

Fusion faces and adjacent surfaces are cleaned

and made free from cracks, notches, mill scale,

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

40MN ;
TOP SPLICE PL. 28
\—JZMM

TOP PL.

B

-((“O E
/a@\{\ced‘:,ﬁ‘lﬁ oo H_ 3zum
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j\c 509 i 'g\.ﬂ 50'
[0 Q2 e ’\l\“\ 'g.o‘ 28
po® «ﬁaﬂ ‘gﬂ@ BT, SPUCE PL
@ﬁo . ~ SECTION H-H Page-17/1
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7.2 Joint preparation : AsperlS10178 — 1995, Cl.9 IRS B-2001
Cl.17.3 & WBC-2001

8. Welding current :  Type DC, Polarity : Reverse
9. Welder Qualification :  Asper!S7310(Part1)-1974
10. Welding parameters and technique

10.1 Welding parameters

Weld Pass | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Dia.(mm) (Amps) Voltage feed speed stick out | (Itr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200 - 220 24 -26 5-6 N.A 15-20 15-18
21 Pass 1.2 200 - 220 24 - 26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique : NA
11. Provision of run —on/ Run - off tabs : NA
12. Cleaning of weld bead " NA
Before laying of next weld bead
13. Root preparation before : NA
Welding other side of groove weld
14.  Preheating and interpass temperature  :  110°C - 150°C before-wetding
15. Peening : NA
16. Post weld treatment i NA
17. Rectification of weld defect : By grinding of the defective weld & rectify the weld as per

CL. 32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.

18. Inspection of weld :  Visual and D.P. test.
19. Any other relevant detail d N
%]/ <a°
@ 80
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WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated - 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. :  BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/18

1. Drawing No. :  Drg. No. RDSO/B - 10429/3 (Details of Splice - Elevation Sec. 0-0)
Web Splice PI for Top Tie Beam Web PI.
Web Splice Pl. To Web Pl of Top Tie Beam
25 mm Th. To 20mm Th.

2. Weld joint description :  18mm Fillet weld (All around)
3. Base Metal : - IS 2062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process :  FCAW
5. Welding Position : Horizontal - Vertical - Overhead
6. Welding Consumable :
6.1 Electrode/Wire :  Class:|of IRS M: 46 - 2020
Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A
6.2 Flux :  Class: N.A
Type : N.A
Drying method : N.A
6.3 Shielding Gas ¥ -0
7. Base metal preparation ¢ Fusion faces and adjacent surfaces are cleaned

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

18

. . . rr I I I rrrororor

7.1 Joint design details [ i

(Sketch showing arrangements ! f

of parts, weld groove details, / f o
Weld passes & their sequence etc.) uggz ss“plf_mg f 20MM f WEB SPLICE
PL. " wea PL f PL.
<% | ;
ﬁ <@ R f /
0 I ‘Ga‘ a:;s\o" :
s ‘3‘@ o9 0 A SECTION 0-0
o? @e® “0\5 %05 (SITE WELDING?

£2)
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{

7.2 Joint preparation

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

As per IS 10178 — 1995, CL.9 IRS B-2001
Cl.17.3 & WBC-2001

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

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (Itr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200 - 220 24 - 26 5-6 N.A 15-20 15-18
9 Pass 1.2 200 -220 24 - 26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
11. Provision of run — on/ Run - off tabs N.A
12. Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A
Welding other side of groove weld
14.  Preheating and interpass temperature 110°C - 150°C before welding—
15. Peening N.A
16.  Post weld treatment N.A

17.  Rectification of weld defect

18. Inspection of weld

19.  Any other relevant detail

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.

Visual and D.P. test.

N.A
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WELDING PROCEDURE SPECIFICATION SHEET

( 2X48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B - 10429 (SERIES) “Class — A and

SITE WELDING

70R Loading and Special class loading of 385 Tone ”

' Name of Work :

Construction of proposed ROB and it's approaches in replacement of exiting level

crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri

Station.

LOA Memo No: 67/W-250

Agency :

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

Weld joint description

Base Metal

Welding Process

Welding Position

Welding Consumable
1 Electrode/Wire

DU A wN

6.2 Flux

6.3 Shielding Gas
7. Base metal preparation

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

L

o
_gw/ ot

Dated — 10.02.2021
S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane Kol - 700037

Bhartia Infra Projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303

BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/19

Drg. No. RDSO/B - 10429/2 (View M-M & N-N, Sec. 0-0)
Top/Bottom Splice PI. for Top Tie Beam Top/Bottom Flg. PI.
Top/Bottom Splice PI. To Top/Bottom Flg. PI. of Top Tie Beam
25 mm/25mm Th. To 20mm/20mm Th.

18mm Fillet weld (All around)

IS 2062-2011, Gr. E 350 BO fully killed with normalizing

F.C. AW

Horizontal - Overhead

Class : | of IRS M: 46 - 2020

Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A

Class : N.A

Type : N.A

Drying method : N.A

CO;

Fusion faces and adjacent surfaces are cleaned

and made free from cracks, notches, mill scale,

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

25NMM
TOP SPLICE PL. 18

p *.{(“0 20MM
aC 8OTT. PL._\
t:.,.aqs @ W
Ve 25MM

BOTT. SPUCE PL.
SECTION 0-0
VEW-M-MEN-N
(SITE WELDING)
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7.2 Joint preparation

8. Welding current
9. Welder Qualification

Type DC, Polarity : Reverse

10. Welding parameters and technique

10.1 Welding parameters

As per IS 10178 — 1995, CI.9 IRS B-2001

Cl.17.3 & WBC-2001

As per IS 7310 (Part 1) - 1974

Weld Pass | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Dia.(mm) (Amps) Voltage feed speed stick out | (ltr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200-220 24 -26 5-6 N.A 15-20 15-18
10 Pass 1.2 200-220 24 - 26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
11. Provision of run — on/ Run - off tabs N.A
12. Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A

Welding other side of groove weld

14.  Preheating and interpass temperature

15. Peening
16. Post weld treatment
17. Rectification of weld defect

18. Inspection of weld

19.  Any other relevant detail

110°C - 150°C before-welding

N.A
N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.
Visual and D.P. test.

N.A

Page — 19/2



WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
( 2X48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class - A and
70R Loading and Special class loading of 385 Tone ”

. Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
LOA Memo No: 67/W-250 Dated - 10.02.2021
Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037
Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. :  BIPL/SITE/LC-21 SPL/E/SURI/48M.BSG/WPSS/20
1. Drawing No. :  Drg. No. RDSO/B - 10429/3 (Section - F - F)

Web PI./Top/Bott. Flg. PI. of Top Tie Beam To Hanger Flg. PI.
20 mm/20mm/20mm Th. To 32mm Th.

( 2. Weld joint description ¢ 18mm Fillet weld (All around)
3. Base Metal :152062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process :  F.CAW
5. Welding Position : Horizontal - Vertical - Overhead
6. Welding Consumable :
6.1 Electrode/Wire :  Class: | of IRS M: 46 - 2020
Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A
6.2 Flux : Class: N.A
Type : N.A
Drying method : N.A
6.3 Shielding Gas ! GO
7. Base metal preparation :  Fusion faces and adjacent surfaces are cleaned

and made free from cracks, notches, mill scale,
grease, paint, rust etc. which may affect weld quality.
GOF TOF TIE BEAM
. 7.1 Joint design details
' (Sketch showing arrangements
of parts, weld groove details,
Weld passes & their sequence etc.)
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7.2 Joint preparation

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

As per IS 10178 — 1995, CI.9 IRS B-2001

Cl.17.3 & WBC-2001

Type DC, Polarity : Reverse

As per IS 7310 (Part 1) - 1974

Weld Pass | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Dia.(mm) (Amps) Voltage feed speed stick out | (Itr./min)
(Volt) speed (m/min) (mm)
» (m/min)
1 Root 12 200-220 24 -26 5-6 N.A 15-20 15-18
10 Pass 1.2 200 - 220 24 -26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
Provision of run - on/ Run - off tabs N.A
Cleaning of weld bead N.A
Before laying of next weld bead
Root preparation before N.A

13.
14.
15:
16.
17.
18.

19.

Welding other side of groove weld
Preheating and interpass temperature
Peening
Post weld treatment
Rectification of weld defect

Inspection of weld -

Any other relevant detail

110°C - 150°C befere welding

N.A
N.A

By grinding of the defective weld & rectify the weld as per
CL. 32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.
Visual and D.P. test.

N.A
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WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated —10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037 .

Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. :  BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/21

1. Drawing No. :  Drg. No. RDSO/B ~10429/3 (Section - D - D)
Web P1./Top/Bott. Flg. Pl. of Top Diagonal Tie Beam To Hanger
Flg. Pl./Top Arch Web PI.
28 mm/28mm/28mm Th. To 32mm/32mm Th.

2. Weld joint description ¢ 18mm Fillet weld ( All around )

3. Base Metal ] IS 2062-2011, Gr. E 350 BO fully killed with normalizing

4. Welding Process :  ECAW

5. Welding Position : Horizontal - Vertical - Overhead

6. Welding Consumable :

6.1 Electrode/Wire - :  Class: |1 of IRS M: 46 - 2020 '
Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A

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

6.3 Shielding Gas L 01

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

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

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

I2MM
/ TOP ARC
WEB PL
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7.2 Joint preparation

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

As per IS 10178 - 1995, CI.9 IRS B-2001
Cl.17.3 & WBC-2001

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

Electrode/Wire

Weld Pass Current Arc Wire Travel Electrode | Gas flow
Dia.(mm) (Amps) Voltage feed speed stickout | (Itr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200 - 220 24 - 26 5-6 N.A 15-20 15-18
10 pass 1.2 200 - 220 24 - 26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
11. Provision of run — on/ Run - off tabs N.A
12. Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A
Welding other side of groove weld
14.  Preheating and interpass temperature 110°C - 150°C beforewelding
15.  Peening N.A
16. Post weld treatment N.A

17.  Rectification of weld defect

18. Inspection of weld

19.  Any other relevant detail

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.

Visual and D.P. test.

N.A
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WELDING PROCEDURE SPECIFICATION SHEET
SITE WELDING

2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B - 10429 (SERIES)

70R Loading and Special class loading of 385 Tone ”

“Class — A and

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated - 10.02.2021

Agency :

Name & address of fabricator

Welding procedure specification No.

S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Bhartia Infra Projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303

BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/ZZ

1. Drawing No. Drg. No. RDSO/B - 10429/3 (Detail - 2, Section - J - J)
Web PI./Top/Bott. Flg. PI. of Top Diagonal Tie Beam To
Top Tie Beam Web PI.
28 mm/28mm/28mm Th. To 20mm Th.
2. Weld joint description 18mm Fillet weld (All around)
3. Base Metal IS 2062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process _ F.CAW
5. Welding Position Horizontal - Vertical - Overhead
6. Welding Consumable
6.1 Electrode/Wire Class : 1 of IRS M: 46 - 2020
Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A
6.2 Flux Class : N.A
Type : N.A
Drying method : N.A
6.3 Shielding Gas CO;

7. Base metal preparation

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

Fusion faces and adjacent surfaces are cleaned
and made free from cracks, notches, mill scale,
grease, paint, rust etc. which may affect weld quality.
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11.
12,

13.

14,
15;

7.2 Joint preparation

8. Welding

current

9. Welder Qualification
10. Welding parameters and technique
10.1 Welding parameters

As per IS 10178 - 1995, C1.9 IRS B-2001

Cl.17.3 & WBC-2001

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

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (Itr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 32 200 - 220 24 - 26 5-6 N.A 15-20 15-18
9 Pass 1.2 200 - 220 24 - 26 5-6 N.A 15-20 15 - 18 |
' 10.2 Welding sequence and technique N.A
Provision of run — on/ Run - off tabs N.A
Cleaning of weld bead N.A
Before laying of next weld bead
Root preparation before N.A
Welding other side of groove weld
Preheating and interpass temperature 110°C - 150°C beferewelding
Peening N.A
Post weld treatment N.A

16.
17.

18.

18.

Rectification of weld defect

Inspection

Any other

of weld

relevant detail

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.

Visual and D.P. test.

N.A
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WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B - 10429 (SERIES) “Class — A or
and 70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated - 10.02.2021

Agency : ; S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. :  BIPL/SITE/LC- 21 SPL/E/SURI/48M.BSG/WPSS/23
1. Drawing No. :  Drg. No. RDSO/B - 10429/3 (Section - D - D,F-F)

Rib Pl. To Top/ Bott. Flg. PI. of Top Tie Beam/Hanger Flg. PI.
25 mm To 20mm/20mm/32mm Th.

2. Weld joint description + 18mm Fillet weld (All around)
3. Base Metal 2 ¢ 152062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process :  F.CAW
5. Welding Position ! Horizontal - Vertical - Overhead
6. Welding Consumable :
6.1 Electrode/Wire ¢ Class:10f IRS M: 46 - 2020
Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A
6.2 Flux : Class: N.A
Type : N.A
Drying method : N.A
6.3 Shielding Gas : o ICEy
7. Base metal preparation . Fusion faces and adjacent surfaces are cleaned

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

7.1 Joint design details
(Sketch showing arrangements I
of parts, weld groove details, L] . WEB PL.
Weld passes & their sequence etc.) 770%n_
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( 7.2 Joint preparation

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

As per IS 10178 — 1995, CI.9 IRS B-2001
Cl.17.3 & WBC-2001

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

Weld Pass | Electrode/Wire Current Arc Wire Travel Electrode | Gas flow |
Dia.(mm) (Amps) Voltage feed speed stick out | (ltr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200-220 24 - 26 5-6 N.A 15-20 15-18
10 Pass 3.2 200-220 24 - 26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
11.  Provision of run — on/ Run - off tabs N.A
12.  Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A
Welding other side of groove weld
14.  Preheating and interpass temperature 110°C - 150°C befere-wetding
15.  Peening N.A
16.  Post weld treatment N.A
17.  Rectification of weld defect By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.
18. Inspection of weld Visual and D.P. test.
19.  Any other relevant detail N.A
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WELDING PROCEDURE SPECIFICATION SHEET

2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and

SITE WELDING

70R Loading and Special class loading of 385 Tone ”

Name of Work :

Station.
LOA Memo No: 67/W-250

Agency :

~Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

Weld joint description
3. Base Metal

4. Welding Process

5. Welding Position

6. Welding Consumable
6.1 Electrode/Wire
6.2 Flux

6.3 Shielding Gas
7. Base metal preparation

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

Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri

Dated - 10.02.2021
S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303

BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/24

Drg. No. RDSO/B ~ 10429/3 (Section - D - D)

Rib Pl. To Top/ Bott. Flg. Pl. of Top Dia. Tie Beam/Hanger
Flg. Pl./Top Arch Web PI.

25 mm To 28mm/28mm/32mm/32mm Th.

22mm Fillet weld (All around)

IS 2062-2011, Gr. E 350 BO fully killed with normalizing
F.C.AW

Vertical - Overhead

Class : | of IRS M: 46 - 2020

Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A

Class : N.A

Type : N.A

Drying method : N.A

CO;

Fusion faces and adjacent surfaces are cleaned

and made free from cracks, notches, mill scale,

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

TaP
Ti

Ue e
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7.2 Joint preparation

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

As per IS 10178 — 1995, C1.9 IRS B-2001
Cl.17.3 & WBC-2001

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

Weld Pass | Electrode/Wire Current Arc Wire Travel Electrode | Gas flow
Dia.(mm) (Amps) Voltage feed speed stick out | (Itr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 12 200- 220 24 - 26 5-6 N.A 15-20 15-18
17 Pass 12 200 - 220 24 - 26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
11. Provision of run —on/ Run - off tabs N.A
12. Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A
Welding other side of groove weld
14.  Preheating and interpass temperature 110°C - 150°C befere-wetding
15.  Peening N.A
16. Post weld treatment N.A
17.  Rectification of weld defect By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.
18. Inspection of weld Visual and D.P. test.
19.  Any other relevant detail N.A
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WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B - 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated - 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator :  Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. :  BIPL/SITE/LC-21 SPL/E/SURI/48M.BSG/WPSS/25
1. Drawing No. :  Drg. No. RDSO/B - 10429/4 (Elevation - Joint LO, Sec. J - J)

Web Cover Pl. To Web PI. of Bott. Long Beam/Web PI. of Top Arch
36 mm To 25mm/32mm Th.

2. Weld joint description * 22mm Fillet weld (All around)
3. Base Metal : 1S2062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process :  F.CAW
5. Welding Position :  Horizontal - Vertical - Overhead
6. Welding Consumable :
6.1 Electrode/Wire : Class: | of IRSM: 46 - 2020
Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A
6.2 Flux i Class:N.A
Type : N.A
Drying method : N.A
6.3 Shielding Gas x 003
7. Base metal preparation ¢ Fusion faces and adjacent surfaces are cleaned

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

7.1 Joint design details
(Sketch showing arrangements o ey
of parts, weld groove details, COVER PL.
Weld passes & their sequence etc.)
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7.2 Joint preparation

8. Welding current
9. Welder Qualification

10. Welding parameters and technique

10.1 Welding parameters

As per IS 10178 — 1995, Cl.9 IRS B-2001

Cl.17.3 & WBC-2001

Type DC, Polarity : Reverse

As per 1S 7310 (Part 1) - 1974

Weld Pass | Electrode/Wire Current Arc Wire Travel Electrode | Gas flow
Dia.(mm) (Amps) Voltage feed speed stick out | (ltr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 12 200-220 24 - 26 5-6 N.A 15-20 15-18
14 Pass 12 200 - 220 24 -26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
11. Provision of run —on/ Run - off tabs N.A
12. Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A

Welding other side of groove weld

- 14.  Preheating and interpass temperature

15. Peening
6.  Post weld treatment
17. Rectification of weld defect

+8. Inspection of weld

110°C - 150°C before-welding

N.A
N.A

By grinding of the defective weld & rectify the weld as per
CL. 32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.
Visual and D.P. test.

19.  Any other relevant detail N.A
/
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WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B - 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

{ Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
LOA Memo No: 67/W-250 Dated - 10.02.2021
Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037
Name & address of fabricator 1 Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303

Nelding procedure specification No. :  BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/26

1. Drawing No. : Drg. No. RDSO/B - 10429/4 (Sectional Elevation - Joint LO)
Top/Bottom Flg. Pl. of Top Arch (End)
Top/Bottom Flg. Pl. To Top Flg. Pl. of Bottom Long Beam
32 mm/32 Th. To 25mm Th.

2. Weld joint description :  22mm Fillet weld (All around)

3. Base Metal : 152062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process :  FCANY

5. Welding Position :  Horizontal - Vertical - Overhead

6. Welding Consumable -

6.1 Electrode/Wire :  Class: | of IRS M: 46 - 2020

Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A

6.2 Flux : Class:N.A
B Type : N.A '
Drying method : N.A
6.3 Shielding Gas : €O,
7. Base metal preparation :  Fusion faces and adjacent surfaces are cleaned

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

7.1 Joint design details

(Sketch showing arrangements Tom FLoPL
of parts, weld groove details, P

32MM

Weld passes & their sequence etc.) BOTT.FLG.PL.

TOP ARCH
4 y L~ 25MM
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7.2 Joint preparation

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

As per IS 10178 - 1995, CI.9 IRS B-2001
Cl.17.3 & WBC-2001

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

Weld Pass | Electrode/Wire Current Arc Wire Travel Electrode | Gas flow
Dia.(mm) (Amps) Voltage feed speed stick out | (ltr./min)
= (Volt) speed (m/min) (mm)
(m/min)
1 Root 3.2 200 - 220 24 - 26 5-6 N.A 15-20 15-18
14 Pass 3.2 200 - 220 24 - 26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
11. Provision of run —on/ Run - off tabs N.A
12. Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A
Welding other side of groove weld
14.  Preheating and interpass temperature 110°C - 150°C befere-waelding
15. Peening N.A
16. Post weld treatment N.A
17.  Rectification of weld defect By grinding of the defective weld & rectify the weld as per
CL. 32.2 of 9595-96, using B2 Class of electrodes of specify
- IRS M. 28/2020 after conducting D.P test.
18. Inspection of weld Visual and D.P. test,
19.  Any other relevant detail N.A
o
%]/ @ wC
0
Q’P,‘,;‘_f?\.?‘g;ef:;@%f; o Page — 26/2
L
P2
\'!&ﬁaﬁu.



WELDING PROCEDURE SPECIFICATION SHEET

| SITE WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B - 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

¢ Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
LOA Memo No: 67/W-250 Dated - 10.02.2021
Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037
Name & address of fabricator ¢ Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. i BIPL/SITE/LC- 21 SPL/E/SURI/48M.BSG/WPSS/27

1. Drawing No. ¢ Drg. No. RDSO/B — 10429/4 (Sectional Elevation - Joint LO, Sec. J-J)
Rib Pl. of Bott. Fig. Pl. of Top Arch/Top Flg. Pl. of Bott. Long Beam
Rib PI. To Bott. Flg. PI. of Top Arch/Top Flg. Pl. of Bott. Long Beam
25 mm Th. To 32mm/25mm Th.

2. Weld joint description i 22mm Fillet weld (Both side all around)
3. Base Metal : 152062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process :  FCAW
5. Welding Position ¢ Horizontal - Vertical - Overhead
6. Welding Consumable -
6.1 Electrode/Wire ¢ Class : 1 of IRS M: 46 - 2020
) Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A
6.2 Flux : Class:N.A
Type : N.A
Drying method : N.A
6.3 Shielding Gas ;. €0;
7. Base metal preparation ¢ Fusion faces and adjacent surfaces are cleaned
and made free from cracks, notches, mill scale,
grease, paint, rust etc. which may affect weld quality.
7.1 Joint design details : N BS'ET&;ALG.PL.
(Sketch showing arrangements V" ToP ARCH
of parts, weld groove details, 25MM—T] J ﬂ I 25MM
Weld passes & their sequence etc.) RIB PL. e | TOP FLG. PL.
. 22 7 i BOTT. LONG BEAM
é@@ ‘Sbo f i
oo AN o :
@O I 0 0?‘ & _,_):.: W f ;
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11.
12,

13.

Weld Pass | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Dia.(mm) (Amps) Voltage feed speed stick out | (Itr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200-220 24 - 26 5-6 N.A 15-20 15-18
14 Pass 1.2 200 - 220 24 - 26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
Provision of run — on/ Run - off tabs N.A
Cleaning of weld bead N.A
Before laying of next weld bead
Root preparation before N.A

14.
15
16.
X7,

18.

19.

7.2 Joint preparation

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

As per IS 10178 - 1995, C1.9 IRS B-2001

Cl.17.3 & WBC-2001

Type DC, Polarity : Reverse

As per IS 7310 (Part 1) - 1974

Welding other side of groove weld
Preheating and interpass temperature
Peening
Post weld treatment
Rectification of weld defect

Inspection of weld

Any other relevant detail

110°C - 150°C before welding

N.A
N.A

By grinding of the defective weld & rectify the weld as per
CL. 32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.
Visual and D.P. test.

N.A

OUd Yoidd SHii isusi
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WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B - 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No: 67/W-250 Dated - 10.02.2021

Agency : S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator ¢ Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. :  BIPL/SITE/LC- 21 SPL/E/SURI/48M.BSG/WPSS/28

1. Drawing No. :  Drg. No. RDSO/B - 10429/4 (DETAIL - 2)
Cover Pl. of Rib PI. (Bottom)
Cover PL. To Rib PI.
6 mm Th. To 25mm Th.

2. Weld joint description :  bmm Fillet weld (All around)

3. Base Metal : 1S2062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process :  F.CAW

5. Welding Position - ¢ Horizontal - Vertical

6. Welding Consumable i

6.1 Electrode/Wire :  Class: | of IRS M: 46 - 2020

Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A

6.2 Flux :  Class:N.A
Type : N.A
Drying method : N.A
6.3 Shielding Gas ¥ €0
7. Base metal preparation :  Fusion faces and adjacent surfaces are cleaned

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

7.1 Joint design details
(Sketch showing arrangements

of parts, weld groove details, 25MM 6MM TH.
Weld passes & their sequence etc.) RIB PL. ‘ COVER PL.
<& N
o4 ;
Q@ {‘%(d\g,\ﬂ o ¢’0

Page —28/1
P e A




7.2 Joint preparation As per IS 10178 - 1995, C1.9 IRS B-2001

Cl.17.3 & WBC-2001

8. Welding current

9. Welder Qualification
10. Welding parameters and technique
10.1 Welding parameters

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

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (ltr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Pass 1.2 200 - 220 24 - 26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
11. Provision of run — on/ Run - off tabs N.A
12. Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A

Welding other side of groove weld
14.  Preheating and interpass temperature
15.  Peening
16.  Post weld treatment
17.  Rectification of weld defect

110°C - 150°C before welding

N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL. 32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.

18. Inspection of weld Visual and D.P. test.

19.  Any other relevant detail N.A

6@@ $C Page—-28/2




WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING

2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”

Name of Work :

Construction of proposed ROB and it's approaches in replacement of exiting level

crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri

Station.
LOA Memo No: 67/W-250

Agency :

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

Weld joint description
Base Metal

Welding Process
Welding Position
Welding Consumable
.1 Electrode/Wire

DU EwN

6.2 Flux

6.3 Shielding Gas
7. Base metal preparation

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

Dated - 10.02.2021
S.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Bhartia Infra Projects Ltd

JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303

BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/29

Drg. No. RDSO/B — 10429/4 (Sectional Elevation - Joint LO, Sec. I-l)
Rib Pl. of Top Flg. Pl. of Top Arch/Top Flg. Pl. of Bott. Long Beam
Rib PI. To Top Flg. Pl. of Top Arch/Top Flg. Pl. of Bott. Long Beam

25 mm Th. To 32mm/25mm Th.

22mm Fillet weld (Both side all around)

IS 2062-2011, Gr. E 350 BO fully killed with normalizing
F.CAW

Horizontal - Vertical

Class : | of IRS M: 46 - 2020

Type : Flux Cored MIG Welding filler wire with shield gas

Drying method : N.A

Class: N.A

Type : N.A

Drying method : N.A

CO;

Fusion faces and adjacent surfaces are cleaned

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

32MM
N TOP FLG.PL.
" TOP ARCH
25MM—|
RIB PL. 25MM
TOP FLG. PL.

BOTT. LONG BEAM

42_2/
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7.2 Joint preparation

8. Welding current
9. Welder Qualification

10. Welding parameters and technique

10.1 Welding parameters

As per IS 10178 - 1995, C1.9 IRS B-2001

Cl.17.3 & WBC-2001

Type DC, Polarity : Reverse

As per IS 7310 (Part 1) - 1974

Weld Pass | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Dia.(mm) (Amps) Voltage feed speed stick out | (lItr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Root 1.2 200 - 220 24 - 26 5-6 N.A 15-20 15-18
14 Pass 1.2 200 - 220 24 -26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
11. Provision of run —on/ Run - off tabs N.A
12. Cleaning of weld bead N.A
Before laying of next weld bead
13. Root preparation before N.A

Welding other side of groove weld

14.  Preheating and interpass temperature

15. Peening
16. Post weld treatment
17. Rectification of weld defect

18. Inspection of weld

19.  Any other relevant detail

110°C - 150°C before-welding

N.A
N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.
Visual and D.P. test.

N.A

B L
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WELDING PROCEDURE SPECIFICATION SHEET
SITE WELDING
/2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B — 10429 (SERIES) “Class — A and
70R Loading and Special class loading of 385 Tone ”
Name of Work : Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
. LOA Memo No: 67/W-250 Dated — 10.02.2021
Agency : $.S. CIVIL CONSTRUCTION PVT. LTD. 1/4 Nritya Gopal Chatterjee Lane - Kol - 700037
Name & address of fabricator . Bhartia Infra Projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303
Welding procedure specification No. . BIPL/SITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/30
1. Drawing No. Drg. No. RDSO/B - 10429/4 (DETAIL - 1)
Cover Pl. of Rib PI. (Top)
Cover Pl. To Rib Pl.
6 mm Th. To 25mm Th.
2. Weld joint description . 6mm Fillet weld (All around)
3. Base Metal . 1S2062-2011, Gr. E 350 BO fully killed with normalizing
4. Welding Process :  FCAW
5. Welding Position . Horizontal - Vertical - Overhead
6. Welding Consumable
6.1 Electrode/Wire Class : | of IRS M: 46 - 2020

Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A

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

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

e

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

¢ 5
o*“’f@z;*‘“?igwf"' DETAIL - 1
W0 0" (SITE WELDING)
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11.
12,

7.2 Joint preparation

8. Welding current

9. Welder Qualification

10. Welding parameters and technique
10.1 Welding parameters

As per IS 10178 - 1995, C|.9 IRS B-2001
Cl.17.3 & WBC-2001

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

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
Pass Dia.(mm) (Amps) Voltage feed speed stick out | (Itr./min)
(Volt) speed (m/min) (mm)
(m/min)
1 Pass P2 200 - 220 24-26 5-6 N.A 15-20 15-18
10.2 Welding sequence and technique N.A
Provision of run — on/ Run - off tabs N.A ,
Cleaning of weld bead N.A
Before laying of next weld bead
Root preparation before N.A

13.
14.
15.
16.
7.
18.

19

Welding other side of groove weld
Preheating and interpass temperature
Peening
Post weld treatment
Rectification of weld defect

Inspection of weld

Any other relevant detail

—t 3 -"I Y
LA
_ ..:2‘!. E 1&
eE* A O
" _aral :r? ’“‘

110°C - 150°C befere-wetding
N.A
N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using B2 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.

Visual and D.P. test.

N.A
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