
 

 

 

 

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-II/B&S/ROB/BSG/ 

                               WPSS/48.0series (52 Nos) 
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OUALITY ASSUARANCE PLAN (OAP)

WELDING PRoCEDURE SPECtFICATI0N SHEET (WPSS)

CONSTRUCTION OF ROB AND ITS APPROACHES IN LIEU

0F LEVEL CRoSSING N0. 2uSPLlE AT KM 338.600 0F

NH-50 IN THE STATE OF WEST BENGAL

Job No. N H-60/(wB)/(10)/l5-16-020-s&R(B)

LOA MEM0 No. 67AAI-250 DATED 10-02-2021.

CLIENT:

OFFICE OF THE SUPERINTENDING ENGINEER,

NH CIRCLE NO II, PUBLIC WORKS (ROADS) DIRECTORATE,

SARAK BHAWAN, LAMBODARPUR, SURI, BIRBHUM - 7II1()1

CONTRACTOR:

S. S. CIVIL CONSTRUCTIONS PW. LTD.

t/4 NRITYA GoPAL CHATTERJEE LANE, KoLKATA - 700037

-// FABRICATOR:
//

Bhartia lnfra Proiects Ltd.

JL32, Mouza Barunda, P0 Bagnan, Howrah - 711303.
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WORKSHOP WELDING
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2 X 48.0m BOW STRING STEEL GIRDER

RDSO DRG. NO. RDSO/B. 10429 (SERIESI " CLASS - A AND 7OR LOADING
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(WORKSHOP WELDINGI
2 X 48.0m BOW STRING STEEL GIRDER 3 LANE

RDSO DRG. NO. RDSO - . 10429 (SERIES) 'CLASS - A AND 7OR LOADING AND SPECIAL CLASS
LOADING OF 385 TONE '

@ED BHARflA TNFRA PROIECTS Lrp
(WEST BENGALI

i NAME OF THE WORK : CONSTRUCTION OF PROPOSED ROB AND IT'S APPROACHES IN
REPLACEMENT OF EXISTING LEVEL CROSS'N6 GATE NO. - 27 SPL/E
IN SURI AT KM. 338 OF NH.6O BETWEEN KACHUIARA - SIJRI
STATION.

NAME OF AGENCY : t.s. ctvtL 0aNSTRIJCTION pVT. Lrn, AI, NRtTyA_GOeAt /7
cHATTERTEE LANE, KaLKATA - 7ooog7 //

//
SUPERINTENDING ENGIN EER, NATIONAL HIGHWA"'*[" *O.

il, pw (RoADs) DTRECTORATE, GOVT. OF WEST BENGAL, SARAK
BHAWAN, LAM BODARPTJ R, SIJ RI, BI RBH TJ M

67/W-2s0 DATED - 70.02.2027

CLIENT:

LOA MEMO NO, :

RDSO. DRG. NO. : RDSO/B - 70429 (SERIES) BOW STR/,NG STEEL GTRDER

|UAME oF FABRIOAT0R : BHARTTA TNFRA pRotEcr LrMtrED ./
IL-32, MOIIZA BARIJNDA, BAGNAN HOWRAY/
wEsT BENGAL - 777303 ,/r/

PLACE OF INSPECTION : BHARTIA TNFRA 4ROJECT L\M\TED
tL-32, MOUZA BARUNDA, BAGNAN
WEST BENGAL - 777303
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llPL (Fabricator) S.S. Civil (Agency) /nshl0{dq!9idon (BK) APPROVAL BY RDSO
tcrn Railvgrl(:lkata
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N.H./SU Rl/Birbhum/W. B.



2 X 48m CLEAR SPAN

Name of Work:

LOA Memo No:

ARencv:

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.L Electrode/Wire

WELDING PROCEDURE SPECIFICATION SH EET

WORKSHOP WELDING I

BOW STRING STEEL GTRDER 3 LANE DRG. NO. RDSO/B - LO429 (SER!ES) "Ctass - A and
70R Loading and Specialclass 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.
67lW-25O Dated - t0.O2.202L
S.S. CIVIL CONSTRUCTION PVT. LTD. !/4 Nritya Gopa! Chatterjee Lane - Ko! - 700037

Bhartia lnfra Projects Ltd 2
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303

BrPL/WORKSHOP/LC - 2L SqLIE/SURt/48M.BSG/WPSS/o1

Drg. No. RDSO/B -1.0429 (Series)

5 mm Tack Weld on all fillet Joints

lS2O62-20L1, Gr. E 350 B0 for Plate section and E 250 B0 for
Rolled Section

F.C.A.W

Horizontal

Class : I of IRS M:46 - 2O2O

Type : Flux Cored Mig welding filler wire with shield gas

Drying method : N.A

Class : N.A

Type: N.A

Drying method : N.A

COz

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

6.2 Flux

6.3 Shielding Gas

7. Base metal preparation

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

7 '2 Joint preparation : As per ls 4353 - 1gg5, c1.7, ls: LoLTgcl. g, IRS 8-2001I(
ct.17.3 & WBC_2001

, 8. Welding current : Type DC, polarity : Reverse

9' welder euarificatioo ; As per rs 7310 (part 1) - tg74

' 10. Welding parameters and technique
, 10.1Welding parameters

10.2 Welding sequence and technique : N.A

17. Provision of run - on/ Run - off tabs : N.A

72. Cleaning of weld bead : N.A
, Before laying of next weld bead

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

. L4. Preheating and interpass temperature : N.A/-
15. Peening : N.A. II.}t
16. Post weld treatment : N.A

| 77' Rectification of weld defect : By re-welding after complete removal of defective weld

18. lnspection of weld : Visual
19. Any other relevant detail : N.A
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2 X 48m CLEAR SPAN

Name of Work :

LOA Memo No:
Aqencv:

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.)

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

: BrpL/woRKsHop/LC - 2L SpL/ElSURt/48M.BSG/wpSs/o2

Drg. No. RDSO/B - LO429/S (Section K - K) & RDSO/B _ to4;zs/B
Bottom Long Beam MKD. BC-1, & BC-1X (Box Type)
Web Pl. To Top Flg. pl.

25mm/25mmTh.Pl. to 25mm Th. pl.
l,0mm Fillet weld (tn Side) Detail- 2
152062-201.1, Gr. E 350 B0 fully killed with normalizing
S.A.W
Flat

Class : ll, Gr. W2 of tRS M: 39 - 2020
Type : Copper Coated mild steelwire
Drying method : N.A
Class : ll, Gr. F2 of IRS M: 39 - ZOZO

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.

WEB PL.

WORKSHOP WELDING
BOW STRTNG STEEL GIRDER 3 LANE DRG. NO. RDSO/B - LO42g (SERIES) "CIASS - A ANd

70R Loading and Special class loading of 3g5 Tone ,,

Construction of proposed ROB and it's approaches in replacement of exiting !evel
crossing gate no - 2l SPLIE in Suli at Km. 338 of NH - Go between Kachujora - Suri
Station.
67lW-25O Dated -tO.O2.zOZt
S's' CIVIL CONSTRUCTION PVT. LTD. tl4 Nritya Gopat Chatterjee Lane - Kol - 700037

-'-ffi
RI/Birbhum/W

O,

SECTTOAI 
'GIGDETAIL-?(r,am6ttrwEur'@
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7.2 Joint preparation

8. Welding current

9. WelderQualification

10. Welding parameters and technique
10. 1 Welding parameters

As per lS 4353 - 1995, Cl.7 tRS 8-2001
cl.t7.3 & wBc-2001
Type DC, Polarity : Reverse

As per lS 7310 (Part 1) - 1.974

70.2

1,7.

t2.

13.

74.

Welding sequence and technique

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

lnspection of weld
Any other relevant detail

Welding from Run-on to run off tabs

Yes

N.A

N.A

110"c-1s0'cbeforewelding, I f O -lA'3C
N.A

N.A

By grinding of the defective weld & rectify the weld as per CL.3Z.2
of 9595-96, using 82 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-Z,BC-ZX, BC-3, BC-3X,
Drg. No. RDSO/B - 10429/5 & 10429/8

Page - 2/2

15.

16.

L7.

18.

19.
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Weld
Pass

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

1 Pass. -l 4 500 - 550 28-30 1..2 - 1,.4 0.30 - 0.3s 15-20 N,A
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WELDING PROCEDURE SPECIFICATION SHEET

WORKSHOP WELDING
2 X 48m CLEAR SPAN BOW STRTNG STEEL GTRDER 3 LANE DRG. NO. RDSO/B - LO429 (SERIES) "Class - A and

Name of Work :

70R Loading and Special class loading of 385 Tone "
Construction of proposed ROB and it's approaches in replacement of exiting leve!

crossing gate no - 2L SPLIE in Suri at Km. 338 of NH - 60 between Kachujora - Suri

Station.
67lW-25O Dated -LO.O2.2O2L
S.S. CIVIL CONSTRUCTION PW. LTD. Ll4 Nritya Gopal Chatterjee Lane - Kol - 700037

LOA Memo No:

Agencv:

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

Bhartia lnfra Projects Ltd

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

B r pLlwoR Ks H o P/LC - 2t sPLl E I SU Rl/48 M. BSG/WPSS/o3

Drg. No. RDSO/B -t}429ls (Section K- K) & RDSO/B -10429/8
Bottom Long Beam MKD. BC-1, & BC-1X (Box Type)

Web Pl. To Top/Bott. Flg. Pl.

2lmm/2immTh.Pl. to 25mm l25mm Th. Pl.

8mm Fillet weld (Outside on allfour corners) Detail - 6

152062-20L1, Gr. E 350 B0 fully killed with normalizing
S.A.W
Flat

Class : ll, 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 - 2O2O

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.

ON ALL FOUR
CORNERS

Paee - 3lL

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.)
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1.

7.2 Joint preparation

8. Welding current

9. WelderQualification

10. Welding parameters and technique
10.1 Welding parameters

10.2 Welding sequence and technique

Provision of run - on/ Run - off tabs

Cleaning of weld bead
Before laying of next weld bead

13. Root preparation before
Welding other side of groove weld

1.4. Preheating and interpass temperature

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

18. lnspection of weld
19. Any other relevant detail

As per lS 4353 - 1995, Cl,7 IRS 8-2001
c1.17.3 & WBC-2001
Type DC, Polarity : Reverse

As per lS 7310 (Part 1) - 1,974

1,1.

12.

Welding from Run-on to run off tabs

Yes

N.A

N.A

110'C- 150'C before welding / t i o -4i-

N.A

N.A

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

CL.32.2 of 9595-96, using 82 Class of electrodes of specify
IRS M. 2812020 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-2,8C-2X, BC-3, BC-3X,

Drg. No. RDSO/B - LO429ls & t0429l8

Page -3/2
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Weld
Pass

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

1 Pass 4 500 - 550 26-30 1.2 - 1..4 0.30 - 0.3s 15-20 N.A

BIPL (Fabricator) APPROVAL BY RDSO
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N.H.AuRr/ZlY/wB E. Rly./Asansol Division
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WELDI NG PRO_qEDU RE SPECI FICATION SH EET

WORKSHOP WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B - Lo429 (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 - 2l SPLIE in Suri at Km. 338 of NH - 50 between Kachujora - Suri
Station.
67lW-25O Dated -10.O2.202L
S.S. CIVIL CONSTRUCTION PVT. LTD. Ll4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name of Work :

LOA Memo No:

Agencv:

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

Bhartia lnfra Projects Ltd

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

Br PLIWORKSHOp/LC - 2t SpLl E I SU Rt/48M. BSG/WPSS/o4

Drg. No. RDSO/B -1042914 ( Joint L0 )Section - l- I

Diaphragm MKD. DP2 for BC-1,8C-1X (Bottom Long Beam)
Diaphragm Plto Web PllTop/Bottom Flg. Pl.

25mm Th Pl. to 25mm/25mm/25mm Th Pl.

i.Omm Fillet weld (At least Three Sides)

152062-2011, Gr. E 350 B0 fully killed with normalizing
F.C.A.W.

Horizontal - Vertical

Class : I 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

COz

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;

DP2
25MM TH.

PL.

2. Weld joint description
3. Base Metal
4. Welding Process

5. Welding Position
6. Welding Consumable
6.L 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.)

ln=
clE

E. Rly./Asansol
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7.2 Joint preparation

8. Welding current

9. WelderQualification

10. Welding parameters and technique
10.1 Welding parameters

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

Peening

Post weld treatment
Rectification of weld defect

lnspection of weld
Any other relevant detail

As per lS 10178 - 1995, Cl.9 IRS 8-2001
c1.17.3 & WBC-2001
Type DC, Polarity : Reverse

As per lS 7310 (Part 1) - 1974

(

(

(

N.A

N.A

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 82 Class of electrodes of specify IRS

M.2812020 after conducting D.P test.

Visual and D.P. test
N.A

15.

16.

17.

18.

19.

Page - 4/2

Execufive Engineer
P.1.';. R.Ci ts $,/e:;t looe-Z,
P. ''r,r. 1i:t;ads) Directoratc.
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Weld
Pass

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltrlmin)

1 Root L,2 200 -220 24-26 5-6 N.A 15-20 Ls-18
2 Pass 1,.2 200 -220 24 -26 5-6 N.A 75 -20 15-18

N.H./SU Rr/Birbhum/W. B.O



Name of Work :

LOA Memo No:

Agencv:

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

l,

1

BIPL (Fabricator)

2. Weld joint description
3. Base Metal
4. Welding Process

5. Welding Position
6. Welding Consumable
6.L 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.)

WELD!NG PROCEDURE SPECIFICATION SHEET

WORKSHOP WELDING
2 X 48m CLEAR SPAN BOW STRTNG STEEL GIRDER 3 LANE DRG. NO. RDSO/B - LO429 (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.
67lW-25O Dated -tO.O2.2O2l
S.S. CIVIL CONSTRUCTTON PVT. LTD. L/4 Nritya Gopa! Chatterjee Lane - Kol - 700037

Bhartia lnfra Projects Ltd

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

B l pLlwoRKsH opllc - 2L sPLl E I SU Rr/48M. BSG/WPSS/o6

Drg. No. RDSO/B - LO429l5 (Section A - A)

Diaphragm Pt. MKD. DP2 for BC-1,8C-1X (Bottom Long Beam)

Diaphragm Pl to Web PllTop/Bottom Flg. Pl.

20mm Th Pl. to 25mml25mm/25mm Th Pl.

10mm Fillet weld (At least Three Sides)

lS2062-201.1, Gr. E 350 B0 fully killed with normalizing
F.C.A.W.

Horizontal - Vertical

Class : I 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

COz

Fusion faces and adjacent surfaces are cleaned

and made free from cracks, notches, mill scale,

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

DP2
2OMM TH.

PL.

Page - 6lL
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1,0.2

11.

1,2.

Welding seguence and technique

Provision of run - on/ Run - off tabs

Cleaning of weld bead
Before laying of next weld bead

7.2 Joint preparation

8. Welding current

9. WelderQualification

10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1995, Cl.g IRS 8-2001
c1.77.3 & WBC-2001
Type DC, Polarity : Reverse

As per lS 7310 (Part 1) - 1.974

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 82 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-2,8C-2X, BC-3,
BC-3X Drg. No. RDSO/B -L04zgls &t}429lg

Page - 6/2

N.A

N.A

13. Root preparation before
Welding other side of groove weld

74. Preheating and interpass temperature

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

18. lnspection of weld
19. Any other relevant detail

3im*
(

(

,%\

'u'''/''*''Z)(f,'t' E' Rrv'/Asan'11["" APPR.'AL BY RDso
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Weld
Pass

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt )

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltrlmin)

1 Root 1..2 200 -220 24 -26 5-6 N.A 1.5 - 20 15-18
2 Pass L.2 200 -220 24 -26 5-6 N.A Ls -20 15-18
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Civil (ASency)S.S.



WELDING PROCEDURE SPECIFICATION SHEET

WORKSHOP WELDING

2 X 48m cLEAR spAN Bow srRtNG srEEL GTRDER 3 LANE DRG. No. RDso/B - Lo429 (sERlEs) "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 - 21spLlE in suri at Km. 338 of NH - 60 between Kachujora - suri

Station.
67lW-25O Dated-Lo.o2.2o2t
s.s. ctvtL coNsTRUCTtON pVT. LTD. Ll4 Nritya Gopal chatterjee Lane - Kol - 700037

LOA Memo No:

Agencv:

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

Bhartia lnfra Projects Ltd

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

B r pLlwoRKs H o P/ LC - 2L SP Ll E I SU RI/4SM. BSG/W PSS/07

Drg. No. RDSO/B -LO42916 (Section -3 - 3 & 6 -6)
Bottom Cross Beam MKD. BCB-1 ('l'Type)

Web Pl. To ToP/Bott. Flg. Pl.

16mmTh.Pl. to 25mm/28mm Th. Pl.

Lomm Fillet weld (Both side)

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

S.A.W
Flat

Class: ll, 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 - 2O2O

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'

#cT|A lA7&6S
(r4tVRIGIr*$vEEt@

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. WelderQualification
10. Welding parameters and technique
10. L Welding parameters

As per lS 4353 - 1995, Cl.7 IRS 8-2001
c|.17.3 & WBC-2001
Type DC, Polarity : Reverse

As per lS 7310 (Part 1) - 1974

Welding from Run-on to run off tabs
Yes

N.A

N.A

1.50" before welding ,l 5 o - 2Co" C-

N.A

N.A

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

CL.32.2 of 9595-96, using 82 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 - t0429l6

(

{

I

13.

10.2 Welding sequence and technique
11. Provision of run - on/ Run - off tabs
L2. 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

lnspection of weld

Any other relevant detail

14.
15.

16.

17.

18.

19.

sEcnow3^18 6s
(t+WDtltE-NQ

t]I....M

Execulive Enqineer
P.l.U. R.C R, \i',/eri i'erre-Z,
P. W. (iti:arjs) [.,ii-uctc;-;c.

N.H./SURI/Birbhum/W.B.
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Page - 7 /2

(

(

(
AEN/BRL/ASN

11. llailrvay
1l-{1z1;1, :l[.ifi.iil ';ig c{rf,{

gii ir'iir gnrn+€I

Weld
Pass

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

1 Passl 4 500 - 550 26-30 L.2 - 1.4 0.35 - 0.40 15-20 N.A

BIPL (Fabricator) S.S. APPROVAL BY RDSO
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INDil(
( WOEKSilOP UTEI^DING )

2 X 48m CLEAR SPAN BoW STRING STEEL GIRDER 3 LANE DRG. No. RDso/B - Lolzg (sERtEs) ,,Class - A and
70R Loading and Special class loading of 385 Tone "

Name of Work : Construction of proposed ROB and it's approaches in reptacement of exiting levet
crossing gate no - 2L SPLIE in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station. ,,

LOA Memo No: 67/W-250 Dated - Lo.o2.2o2t
Agencv : S.S. CIVIL CONSTRUCTTON pVT. LTD. tl4 Nritya Gopal Chatterjee Lane - Kol- 700037

sl.
No.

Component Joint description
Weld Size/

Process
RDSO Drg. No. WPSS No. Page Mark

01
All Component

Tack Weld
All Fillet Joint

5 mm Fillet
(FCAW) ,

RDSO/B - L0429
(Series)

ssclwoRKSHOP/LC-
21 SPL/E/SU Rt/48M

BSG/WPSS/01
1./t- 1./2

02

Bottom Long
Beam

(lnside)

Web Pl. (25mm)To
Top Flg. Pl.

(25 mm)

10 mm Fillet
ln side
(SAW)

RDSO/B -70429/s
ssc/woRKSHOP/LC-
21 SPL/E/SU Rt/48M

BSG/WPSS/02
2/t-2/2

03

Bottom Long

Beam
(Outside

Web Pl. (25mm )

To Top/Bott. Flg.

Pl. (25mm/25mm)

8 mm Fillet
Outside
(sAW

RDSO/B -70429/s
ssc/woRKsHoP/Lc-
21SPL/E/SURt/48M

BSG/WPSS/03
3/t-3/2

o4

Diaphragm Pl.

(DP1) Bottom
Long. Beam L0

Diaphragm Pl.

(25mm)to
Web/Top/ Bott. Pl.

(25mml25mml
25mm)

10 mm Fillet
(FCAW) /

RDSO/B - 7O429/s
ssc/woRKSHOP/LC-
21 SPL/E/SURt/48M

BSG/wPSS/04
4/1- 4/2

05

Diaphragm Pl.

(DP1)Bottom
Long. Beam

Diaphragm Pl.

(15mm)to
-Web/Top/Bott. Pl.

(25mm/25mm
25mm)

10 mm Fillet
(FCAW) /

,/
RDSO/B -10429/s

SSG/WORKSHOP/LC-

27 SPLIEISURT/48M

BSG/WPSS/05
s/L-sll

lou
Diaphragm Pl.

(DP2) Bottom
Long. Beam

Diaphragm Pl.

(20mm)to
Web/Top/Bott. Pl.

(25mm/25mml
25mm)

10 mm Fillet
(FCAW)

/
RDSO/B - 70429/s

ssc/woRKsHoP/Lc-
27 SPL/E/SURr/48M

BSG/wPSS/06
6/1. - 6/2

07

Bottom Cross

Beam
(BCB - 1,2)

Web Pl. (16mm)To
Top/Bottom Flg. Pl.

(25mm/28mm)

10 mm Fillet
(sAW)

RDSO/B - 7042916
ssc/woRKSHOP/LC-
21. SPL/E/SURr/48M

BSG/WPSS/07
7 /t *712

08

Stiffener Pl. of
Bottom Cross

Beam
(BCB - 1,2)

Stiff. Pl.( 12mm )

To Web/Top/Bott.
Pl.

(LGmml2imml
28mm)

8 mm Fillet
(FCAW)

,

RDSO/B -10429/6
ssc/woRKSHOP/LC-
21SPL/E/SURt/48M

BSG/WPSS/08
B/1. - 8/2

09

Bottom Cross

Beam
(BcB - 3)

Web Pl. (25mm)To
Top/aott. el.

(36mm/35mm)

16 mm Fillet
(SAW)

RDSO/B -10429/6
ssc/woRKSHOP/LC-
21 SPL/E/SURr/48M

BSG/WPSS/09
e/L-s/2
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sl.
No.

Component Joint description Weld Size/
Process RDSO Drg. No. WPSS No. Page Mark

10

Diaphragm pl.
(DP)Bottom
Cross Beam

(BcB - 3)

Diaphragm pl.

(18mm) To
Web/Top/Bott. pt.

(25mm/36mm
36mm)

10 mm Fillet
(FCAW)

./
RDSO/B - 70429/6

I ssG/woRKsHOP/LC-

I zt spt/rlsuRt/48M
I ascTwpss/lo
I

l-
SSG/WORKSHOP/LC-

2L SPL/E/SURI/48M
BSG/WPSS/11

@
27 SPL/E/SURt/48M

BSG/WPSS/12

ssc/woRKSHOP/LC_
2t sPL/E/SURt/48M

BSG/WPSS/13

1,0/1- 10/2

71,

Criss - Cross
Frame Bottom

Cross Beam
(BCB-1,2,3)

Stiff. Pl. (12mm)To
tsMc - 1s0

6 mm Fillet
(FCAW)

,
RDSO/B - 1,0429/6

1.L/1.- 17/2

72 Hanger
Web Pl. (25mm)To

Flange Pl.

- (32mm)

1.0 mm Fillet
(sAW) RDSO/B - 1042e/9 12/1. - t2/2

13
Hanger

(Top & Bott.)

Web Pl. (25mm)To
Flange pl.

' (lzmml
16 mm Fillet

(sAW) RDSO/B - 10429/9 1,3/L - 13/2

14
Diaphragm pl.

(DP1) Hanger

Diaphragm pl.

(16mm) to
Web/Flg. Pl.

(25mm/32mm)

10 mm Fillet
(FcAwl //

RDSO/B - 1042s/e
ssc/woRKSHOP/LC-
21, SPL/ElSURtl48M

BSG/WPSS/14 t4/7 - 1,4/2

15
Top Arch
(lnside)

Web Pl. (32mm)To
Bottom Flg. pl.

(32mm)

10 mm Fillet
(sAW)

(lnside )

RDSO/B - 10429/2
SSG/WORKSHOP/LC-

21 SPL/E/SURt/48M

_BSG/WPSS/15
ts/t - 1s/2

16
Top Arch
(Outside )

Web Pl. (32mm)to
Top/Bott. Ftg. pt.

(32mm/32mm)

8 mm Fillet
(sAW)

(Outside)
RDSO/B - 70429/2

ssc/woRKSHOP/LC-
2l SPL/E/SURt/48M

BSG/WPSS/16
t6/1_ - t6/2

17
Diaphragm Pl.
(DP)Top Arch

Diaphragm pl

(20mm)To Web pl.

t32mm)/ Top/Bott.
Flg. Pl.

(32mm/32mm)
/

10 mm Fillet
(FCAW)

RDSO/B -LO429/2
ssc/woRKSHOP/LC-
21. SPL/E/SURt/48M

BSG/WPSS/17
17/1" - L7/2

18 Top Tie Beam
Web Pl. (20mm)To
ToplBott. Flg. pt.

__(nrnm/ZOmm)

8 mm Fillet I

(sAW) lnoso/a -to4zs/3
ssc/woRKSHOP/LC-
2t sPL/E/SURt/48M

BSG/WPSs/1R
1.811- 78/2 

i

19
Diaphragm Pl.

(DP)

Top Tie Beam

Diaphragm Pl.

(10mm)To
WebfoplBott. pt.

(20mm/20mm/
20mm)

8 mm Fillet
(FCAW)

/
RDSO/B - 10429/3

ssc/woRKSHOP/LC-
27 SPL/E/SURt/4SM

BSG/WPSS/19
1e/1. - 7s/2

20
Top Diagonal

Tie Beam

Web Pl. (28mm)To
Top/Bott. Flg. pl.

(28mm/28mm)

10 mm Fillet
(sAW) RDSO/B - 1,0429/3

ssc/woRKSHOP/LC-
27 SPL/ElSURt/4SM

BSG/WPSS/20
20/1_-2012

2L

Diaphragm Pl.
(DP)

Top Diagonal
Tie Beam

Diaphragm pl.

(10mm)To
-Webfl'op/Bon. pt.

{28mm/28mm/
28mm)

8 mm Fillet
(FCAW)

o
RDSO/B -LO429/3

ssG/woRKsHOP/LC-
27 SPL/E/SURr/48M

BSG/WPSS/z1
27/7-21/2

22

Stud Shear
Connec. Bott.
Cross Beam

_-(BCB 1,2,3)

Stud (25mm)To
Top Flg. Pl.

(25mm/35mm)

Allaround
31mm Min.
Height 7mm

Approx

RDSO/B - 1042e/6

N

ssc/woRKsHOP/LC-
2l SPL/ElSURt/48M

BSG/WPSS/22
22/L-22/2

,;'irff.Tt,
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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 - tO429 (SERIES) "Class - A and

70R Loading and Special class loading of 385 Tone "
Name of Work:

LOA Memo No:

Agencv:

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

Bhartia lnfra Projects Ltd

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

Br pLlwoRKsHop/Lc - 2L spL/ E / su Rr/48M. BSG/Wpss/os

Drg. No. RDSO/B - LO429/5 (Section B - B)

Diaphragm MKD. DPl for BC-1,8C-1X (Bottom Long Beam)
Diaphragm Plto Web PllTop/Bottom Flg. Pl.

L6mm Th Pl. to 25mm/25mml25mm Th Pl.

10mm Fillet weld (At least Three Sides)

lS 2062-2011, Gr. E 350 B0 fully killed with normalizing
F.C.A.W.
Horizontal - Vertical

Class : I of IRS M:46-2O2O

Type : Flux Cored MIG Welding filler wire with shield gas

Drying method : N.A

Class : N.A

Type: N.A

Drying method : N.A

COz

Fusion faces and adjacent surfaces are cleaned

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

DP,I
1 6MM TH.

PL.

Page - 5/1

Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 2LSPLIE in Suri at Km. 338 of NH - 60 between Kachujora - Suri

Station.
57lW-250 Dated-LO.O2.2A2L
S.S. CIVIL CONSTRUCTION PVT. LTD. tl4 Nritya Gopal Chatterjee Lane - Kol - 700037

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 arra ngements

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

P,O..BAGNAN
H0w.-711303

'(@%,,.W i

BIPL (Fabricator) S.$. Civil (Aeenpy)

(l&w6rtrnfl-urG)
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7.2 Joint preparation

8. Welding current

9. WelderQualification

10. Welding parameters and technique
10.1 Welding parameters

10.2 Welding sequence and technique

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

As per lS L0178 - 1995, Cl.g IRS 8-2001

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

As per lS 7310 (Part 1) - 1974

N.A

N.A' ].,2.

, 13.

14.

i

15.

, 16.

L7.
(

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

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 82 Class of electrodes of specify IRS

M.28l2O2O 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-2,8C-2X, BC-3,

BC 3X Drg. No. RDSO/B -LO429ls &LO42918

18. lnspection of weld
19. Any other relevant detail

(

( }rffi Paee - 512

Eiecutive Enqjneer
P.l.ti. Fl.O E. \rV*:;t Zc:ne-?,
P. W. (Roatis) [-tirectoiafe.

N
sq gB{]i$fiqt (Sn) 

!

{d hti, e;tfi-rrdr
Dy. Chief Engineer (BR)

(

(

(

Weld
Pass

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltrlmin)

1 Root 7.2 200 -220 24 -26 5-6 N.A 1.5 - 20 15-18

2 Pass 1,.2 200 -220 24 -26 5-6 N.A 15 -20 15-18

,mf,:ll'

BIPL (Fabricator) APPROVAL BY RDSO
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Name of Work:

LOA Memo No:

Agencv:

WELDING PROCEDURE SPECIFICATION SHEET

WORKSHOP WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GTRDER 3 LANE DRG. NO. RDSO/B - LO429 (SERTES) "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 - 2L SPLIE in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
67lW-250 Dated-LO.O2.2O2L
s.s. cNlL CoNSTRUCTION PVT. LTD. Ll4 Nritya Gopat Chatterjee Lane - Kot - 700037

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

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

BrpL/woRKsHop/Lc - 2t spLlElsuRt/48M.Bsc/wpss/o8

Drg. No. RDSO/B - LO429l6 (Section J - J)

Stiffener Pl. of Bottom Cross Beam MKD - BCB - 1
Stiff. Pl. To Web Pl./Top/Bott. Flg. Pl.

12mmTh.Pl. To 16mm/25mml28mm Th. Pl.

8mm Fillet weld ( Both Side all around)
lS 2062-2011, Gr. E 350 B0 fully killed with normalizing
F.C.A.W
Horizontal - Vertical

Class : I 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

COz

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

1 6MM
WEB PL.

srcfiaNfu7&ffi

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.)

v Paee - 817

N. H./SU Rl/Birbhum/W. B.

AEN/BRL/ASN
E. RailwaY

rrEnd:lPffiTI ir{ aT{q

gl k-rq anrr+c'{rf,
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I 7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1995, Cl.9 IRS 8-2001
c|.17.3 & WBC-2001
Type DC, Polarity : Reverse

As per lS 7310 (Part 1) - 1974

(

18. lnspection of weld

19. Any other relevant detail
(

(

10.2 Welding sequence and technique
Ll. Provision of run - on/ Run - off tabs
L2. Cleaning of weld bead

Before laying of next weld bead
13. Root preparation before

Welding other side of groove weld
1,4. Preheating and interpass temperature
15. Peening
16. Post weld treatmen!
L7. Rectification of weld defect

N.A

N.A

N.A

N.A

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 82 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 - t$429l6

(

(

(

(

(

(

---fu,$,......s.:.,,,

N. H./S U Rl/Birbh u m/W. B.

Page - 8/2

(

(
AEN/BRL/ASN

E. Railway
' ''q+6r{16. crt.'p5s1 rI,E argn

gti -tdt 3{Rr;rirrd

Weld
Pass

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

1 Root 1.2 200 -220 24 -26 5-6 N.A 1,5 - ZO 15-18
1 Pass- I 7.2 200 -220 24 -26 5-6 N.A 1.5 - 20 15-18

hi,
;. CiviI-(A APPROVAL BY RDSO

\

BIPL (Fabricator)



WELDING PROCEDURE SPECIFICATION SHEET
WORKSHOP WELDING

2 X 48m CLEAR SPAN BOW STRING STEEL GTRDER 3 LANE DRG. NO. RDSO/B - LO4Z1 (SER;ES) ,,Class - A and
70R Loading and Special class loading of 395 Tone ,,

Construction of proposed ROB and it's approaches in reptacement of exiting tevel
crossing gate no -27-SPL(E in Suri at Km. 338 of NH - GO between Kachujora - Suri
Station.
67lW-25O Dated-LO.O2.ZO2L
S.S. CIVIL CONSTRUCTION PVT. LTD. tl4 Nritya Gopat Chatterjee Lane - Kol - 700037

Name of Work :

LOA Memo No:
Agencv:

Name & address of fabricator

Welding procedure specification No.

L. 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.)

Bhartia Infra Projects Ltd
iL-32, Mouza Barunda, Bagnan, Howrah, West Bengal_ 711303

B r 
pLlwoR Ks H oplLc - 2t SpL/ E / SU R l/48 M. BSG/WPSS/O9

Drg. No. RDSO/B - L0429/6 (Section _ E - E)

Bottom Cross Beam MKD. BCB-3 (Box Type)
Web Pl. To Top/Bott. Flg. pl.

25mmTh.Pl. To 36mm/36mm Th. pl.
16mm Fillet weld (Outside)
lS2062-201-1, Gr. E 350 B0 fully killed with normalizing
S.A.W
Flat

Class : ll, Gr. W2 of tRS M: 39 - 2OZO
Type : Copper Coated mild steel wire
Drying method : N.A
Class : ll, Gr. F2 of tRS M: 39 - ZOZO

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.

TOP FLC.

ON ALL FOUR
CORNERS

WEB

SECTIq\I EE & *9
Page - 9/t(l,l0Rl6ttrl$EIfrlC)

\
E. Rly./Asansol Division
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7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10. 1 Welding parameters

As per lS 4353 - 1995, Cl.7 IRS 8-2001
cl.t7.3 & wBc-2001
Type DC, Polarity: Reverse
As per lS 7310 (Part 1) - 1974

{

(

(

(.

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
L4. Preheating and interpass temperature
15. Peening
16. Post weld treatment
L7. Rectification of weld defect

Welding from Run-on to run off tabs
Yes

N.A

N.A

110'C - 150'C before welding I lg b -24{<-
N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-95, using 82 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.
Visual, Macro Etching and D.P. test.

N.A

18. lnspection of weld

19.

BIPL (Fabricator)

Any other relevant detail

I

\

I

I

I

Page - 9/2

APPROVAL BY RDSO
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E. Rly./Asansol Division

AEN/BRL/ASN
E. RailwaY
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r* ef,itr''n lrg ariq
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Weld
Pass

Electrode/Wire
Dia.(mm)

Cu rrent
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

1 Pass 4 500 - 550 28-30 1.2 - 1.4 0.35 - 0.40 15-20 N.A
2 Pass 4 s00 - 550 28-30 L.2 - 1.4 0.30 - 0.35 1,5 -20 N.A

N.H./SURI/Birb_l

w



WELDING PROCEDURE SPECIFICATION SHEET

2X 48m CLEAR SPAN BOW STRTNG STEEL GIRDER 3 IANE DRG. NO. RDSO/B - tl42g (SER;ES) ,,Ctass - A and- 70R Loading and Special class loading of 3g5 Tone ,,

Name of Work : Construction of proposed RoB and it's approaches in reptacement of exiting tevet
crossing gate no '2L SPLIE in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
67lW-25O Dated-LO.OL.ZOZL
S.S. CIVIL CONSTRUCTION PVT. LTD. Ll4 Nritya Gopat Chatterjee Lane - Kot- 700037

LOA Memo No:
Agencv:

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

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

B r 
pLlwoR Ks H o p/LC - 27 Sp L I E / SU R t/48 M. BSG/WPSS/I O

Drg. No. RDSO/B - LO429l6 (Section - D - D)
Diaphragm Pl. (DP) for Bottom Cross Beam MKD - BCB - 3
Diaphragm Pl. To Web Pl./Top/Bott. Flg. pl.

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

10mm Fillet weld (At least three sides)
lS 2062-2011, Gr. E 350 B0 fully killed with normalizing
F.C.A.W

Horizontal - Vertical

Class : I of IRS M:46 - 2O2O

Type : Flux cored mig welding filler wire with shielding gas
Drying method : N.A
Class : N.A

Type : N.A

Drying method : N.A

COz

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

DP
25 MM

WEB PL"

1 8MM

BOTT.FLG. PL. (o>
rt=

DIPf#TAGMPL Page - 7O/7
(lilo4$rw|,Ild-ilre)

2.

3.

4.

5.

6.

6.1

Weld joint descripiion
Base Metal
Welding Process
Welding Position
Welding Consumable
Electrode/Wire

6.3

7.

6.2 Flux

Shielding Gas
Base metal preparation

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

25 MM

WEB PL.

.*.*i{"S*E,fii
;.:**ffi;5"1X'.:-"'"

6re\_";**FJa*/R'' a

*.r.ltr*,1ffi. APPROVAL BY RDSO
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WORKSHOP WELDING

TOP FLG. PL.
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7 .2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1995, Cl.9 IRS 8-2001
c|.17.3 & WBC-2001
Type DC, Polarity : Reverse

As per lS 7310 (Part 1) - 7974

10.2 Welding sequence and technique
11. Provision of run - on/ Run - off tabs
L2. Cleaning of weld bead

Before laying of next weld bead
13. Root preparation before

Welding other side of groove weld
!4. Preheating and interpass temperature
15. Peening

16. Post weld treatment
L7. Rectification of weld defect

18. lnspection of weld

19. Any other relevant detail

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 82 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.
Visual, D.P. test.

N.A

N.A

N.A

N.A

31'U;i$t'H'ffi=
Page - tO/2

(

(

N.H./suRl/Birbhum/w.B. "' elhfuynsarrsol Division'
,/-\,' '^1. -(1L/, _,._,;,,,1r1.*

. , ri,,t, .iii..t.t,ifl fg c{d_{

Ud ta,r.{ 3ir.T{ill-d

Weld
Pass

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

1 Root 1.2 200 -220 24-26 5-6 N.A 1.5 -20 15-18
2 Pass 7.2 200 -220 24-26 5-6 N.A 1.5 -20 15-18

P.O..BAGNAN
HOW.-711303

APPROVAL BY RDSO



Name of Work :

LOA Memo No:

Agencv:

WELDING PROCEDURE SPECIFICATION SHEET

WORKSHOP WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B - Lo429 (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.
67lW-25O Dated - LO.O2.2O2L

S.S. CIVIL CONSTRUCTION PW. LTD. Ll4 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

5. Welding Position
6. Welding Consumable
6.1 Electrode/Wire

5.2 Flux

6.3 Shielding Gas

7. Base metal preparation

Bhartia lnfra Projects Ltd

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

Bl PLlwORKSHOP/LC - 2t SpL/ E / SU Rt/48M. BSG/WpSS/1 1

Drg. No. RDSO/B - LO429/t (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

6mm Fillet weld (All around)
152062-2011, Gr. E 350 B0 & E 250 B0 fully killed with normalizing
F.C.A.W
Horizontal

Class : I of IRS M: 46 - 2O2O

Type : Flux Cored MIG Welding filler wire with shield gas

Drying method : N.A

Class : N.A

Type: N.A

Drying method : N.A

COz

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

rsMC- 150 rsMC- 150

GUSSil PL.

CRISS.CROSS FRAIUTE

(|+oF?KSHOP t4EI-UrW)
Page - L!/t

E. Rly./Asansol Division

AEN /
tr.

TITMF
q-{

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

rll--'#ffi&ffi*
12MM

GUSS il

APPROVAL BY RDSON.H./suRr/B'efr;
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7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10. 1 Welding parameters

As per lS 10178 - 1995, Cl.9 tRS 8-2001
c1.17.3 & WBC-2001

Type DC, Polarity : Reverse
As per lS 7310 (Part 1) - t974

10.2 Welding sequence and technique
1,1,. 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
L4. Preheating and interpass temperature
15. Peening
16. Post weld treatment
t7. Rectification of weld defect

18. Inspection of weld

19. Any other relevant detail

N.A

N.A

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 82 Class of electrodes of specify
IRS M. 28/2020 after conducting D.p test.
Visual and D.P. test.

N.A

Executive Engineer
P.l.U. R O.B. !''/es,l 7.one-2,
P. W. (Roads) Drreclo,'ute.

Dy. Chief Engineer (l

Page - 71./2

APPROVAL BY RDSOH./SURI/Birbhum/W.B.

CfN-
AEN/BRL/ASN

tr. Railwav
."*T:rfi**r *g 

".gosi rci-q

Weld
Pass

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

L Pass 1.2 200 -220 24 -26 5-6 N.A 15-20 L5-18

's)'\'' /}.

}il:fl

,,,.it1fi:gj*i{:ii-,"
P.W' (Roau't "'

E. Rly./Asansol Division



WELDING PROCEDURE SPEC!FICATION SHEET

WORKSHOP WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GTRDER 3 LANE DRG. NO. RDSO/B - LO429 (SERIES) "Class - A and

70R Loading and Special class loading of 385 Tone "
Name of Work:

LOA Memo No:

Agencv:

Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 2L SPLIE in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
67lW-25O Dated-LO.O2.2O2L
S.S. CIVIL CONSTRUCTION PVT. LTD. Ll4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

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

Br PLIWORKSHOp/LC - 2L SpL/ El SU Rr/48M. BSG/WpSS/12

Drg. No. RDSO/B - t0429l9 (Section - B - B)

HANGER - L1- Ul MKD. HR-l,1X (Box Type)
Web Pl. To Flange. Pl.

25mmTh.Pl. To 32mm
10mm Fillet weld (Outside, on all four corners)
152062-20L1, Gr. E 350 B0 fully killed with normalizing

S.A.W
Flat

Class : ll, 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.

rLG.

25 MM

Page - !2/1,
SECNOAT -B-B

$ttroR Gltrl,*flDfi@

E. Rly./Asansol Division APPROVAL BY RDSO

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.)

61, wEB
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7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 4353 - 1995, Cl.7 tRS 8-2001
c1.77.3 & WBC-2001
Type DC, Polarity: Reverse
As per lS 7310 (Part l.) - 7974

t4.
15.

16.

77.

19.

(

10.2 Welding sequence and technique
1,7. Provision of run - on/ Run - off tabs
1,2. Cleaning of weld bead

Before laying of next weld bead
13. Root preparation before

Welding other side of groove weld
Preheating and interpass temperature
Peening

Post weld treatment
Rectification of weld defect

18. lnspection of weld

Any other relevant detail

Welding from Run-on to run off tabs
Yes

N.A

N.A

1s0"c before welding , I ft - z{o"- CL?ryarb-lr/2)

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using 82 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 Hangers : L2 - tJZ, L3 - U3, L4 - U4, MKD. HR - 2,2X,
HR - 3,3X, HR - 4 Drg. No. RDSO/B - L0429/g

Page - t2/2Hffi

N. H./SU Rl/Birbh um/w. B.

\

E. Rly./Asansol Division APPROVAL BY RDSO

CX',r.
an#fnnl, i AsN

E' RailwaY
efls4. 3THq"f,] tg aril

gd H 3rTir{d-f,

En0ineet
tir-lrl - -:lf

Weld
Pass

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

L Pass.l 4 s00 - 5s0 28-30 L.2- 1.4 0.30 - 0.3s 15-20 N.A

P.O..8AGI{AN
How.-71'303

6/
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WELDING PROCEDURE SPECIFICATION SHEET
WORKSHOP WELDING

Bow srRlNG srEEL GTRDER 3 LANE DRG. No. RDso/B - to4zg (sERtEs) ,,class - A and
70R Loading and Specia! class loading of 3g5 Tone ,,

Construction of proposed ROB and it's approaches in reptacement of exiting tevel
crossing gate no '21SPLIE in Suri at Km. 338 of NH - GO between Kachujora - Suri
Station.
67lW-25O Dated -tO.OZ.zoZL
S.S. CIVIL CONSTRUCTION PVT. LTD. Ll4 Nritya Gopal Chatterjee Lane - Kot - 700037

I

I

(

)

(

{

1.

2 X 48m CLEAR SPAN

Name of Work:

LOA Memo No:
Agencv:

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

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

B r p L/wo R Ks H oplLc - 2t Sp Ll E / SU Rt/4S M. BSG/WPSS/ 1 3

Drg. No. RDSO/B -to4z9l9 (View - c - C)
HANGER - Ll - U1 MKD. HR-1.1X (Box Type)
Web Pl. To Flange. Pl.

25mmTh.Pl. To 32mm
16mm Fillet weld (Outside, Top & Bott. of Web pl.)

lS2062-201.1, Gr. E 350 B0 fully killed with normalizing
S.A.W
Flat

Class : ll, Gr. W2 of IRS M: 39 -2020
Type : Copper Coated mild steelwire
Drying method : N.A
Class: ll,Gr.F2 of tRS M: 39 -ZO2O
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.

WEW-C-C
(nmffitrnfirfir@

Page - L3/1
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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 a rra ngements
of parts, weld groove details,
Weld passes & their sequence etc.)
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Efecutive Engineer
P.l.U. R.O.B. \l'est Z,Jne-2,
P. V/. (Roar.1s) Directorate.
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7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1. Welding parameters

i

I

I

As per lS 4353 - 1995, Cl.7 IRS 8-2001
cl.17.3 & WBC-2001
Type DC, Polarity : Reverse
As per lS 7310 (Part 1) - 7974

10.2 Welding sequence and technique
1,L. Provision of run - on/ Run - off tabs
L2. Cleaning of weld bead

Before laying of next weld bead
13. Root preparation before

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

18. lnspection of weld

19. Any other relevant detail

t{oolo $rErr /q:TrI tti vtrro
Asstt. Rese61611 1;ff;66rit{EC
'i.a nar.;:q,/Miriislry 6f fii:,iii:;: ''

3l:ii;,;l1.'1(lc, il'r:lil5-,/ti r s a), :.!

Welding from Run-on to run off tabs
Yes

N.A

N.A

lT". 
- 1s0'c before welding,[r t u - ?fo:=-)

N.A \
By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using 82 Class of electrodes of specify
IRS M. 2812020 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 - Z,ZX,
HR - 3,3X, HR - 4 Drg. No. RDSO/B - LO429l9

Page - 13/2
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N.H./SU Rl/Birbhum/W.B.
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E. Rly./Asansol Division APPROVAL BY RDSO

Weld
Pass

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

1 Root 4 s00 - 550 28-30 1..2- 1,.4 0.35 - 0.40 t5 -20 N.A
2 Pass 4 s00 - 550 28-30 1..2 - 1,.4 0.30 - 0.35 1,5 -20 N.A

,ffr ttV*L
*Ti ;1.''*,'**t"

v
BIPL (Fabricatbr)



WORKSHOP WELDING
r 2 X 48m ctEAR SPAN BoW STRING STEEL GIRDER 3 LANE DRG. No. RDso/B - Lo42g (SER;ES) ,,Class - A and

70R Loading and Special class loading of 3g5 Tone ,,
Name of work : construction of proposed RoB and it's approaches in replacement of exiting tevel

crossing gate no '2l sPLlE in Suri at Km. 338 of NH - Go between Kachujora - suri
Station.

LOA Memo No:
Agencv:

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 a rrangements
of parts, weld groove details,
Weld passes & their sequence etc.)

Bhartia lnfra Projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal_ 711303

B I pLlWOR KSH O p/LC - 2t SpL/ E / SU Rt/48 M. BSG/WPSS/I 4

Drg. No. RDSO/B -L042919 (Section - B - B)
,Diaphragm PI.(DP1) for Hanger - L1 - U1 MKD-HR _ !,t((Box Type)
Diaphragm Pl. To Web pl/Flg.pl.
16mmTh.Pl. To 25mm/32mm Th. pl.

l"omm Fillet weld (At least three sides)
152062-20L1, Gr. E 350 B0 fully killed with normalizing
F.C.A.W
Horizontal - Vertical

Class : I of IRS M:46 - 2O2O
Type : Flux Cored MtG Welding filler wire with shield gas
Drying method: N.A
Class : N.A
Type: N.A
Drying method : N.A
COz

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

57lW-25O Dated -to.o2.2o2L
S'S' clvtl CONSTRUCTION PVT. LTD. tl4 Nritya Gopat Chatterjee Lane - Kol - 700037

25 MM

WEB PL.

DP_1
1 6MM

25 MM

WEB PL.

N>
r-, >

D{#fRAGMPL
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7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1995, Cl.9 IRS 8-2001
c1.17.3 & WBC-2001

Type DC, Polarity : Reverse
As per lS 7310 (part 1) - 1.974

1,4.

15.

16.

17.

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
Preheating and interpass temperature
Peening
Post weld treatment
Rectification of weld defect

N.A

N.A

N.A

N.A

1L0'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 82 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 Hanger z L2 - UZ, L3 - U3, L4 - U4, MKD. HR - 2,2X,
HR - 3,3X, HR - 4 Drg. No. RDSO/B - LO42g/g

Page - 1.4/2

18. lnspection of weld

, 19. Any other relevant detail
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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 - LO42g (SERIES) ,,Class - A and
70R Loading and Special class loading of 3g5 Tone,,

Name of work : construction of proposed RoB and it's approaches in replacement of exiting 1eve! ,

crossing gate no '2L SPLIE in Suri at Km. 338 of NH - 50 between Kachujora - Suri
Station.
67lW-25O Dated -LO.O2.2O2L
S.S. CIVIL CONSTRUCTION PVT. LTD. L/4 Nritya Gopal Chatterjee Lane - Kol - 700037

(1,1t8ffitrr4&-Utrc)

\
Rly./Asansol Division

LOA Memo No:
Agencv:

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 a ria ngeme nts
of parts, weld groove details,
Weld passes & their sequence etc.)

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

B r 
pLlwoRKsHop/Lc - 2L SpL/ El SU Rl/48M. BSG/WPSS/Is

Drg. No. RDSO/B - LO4Z9/Z & RDSO/B - tO4Zg/8 (Section _ K - K)
Top Arch MKD. TC-1,1X (Box Type)
Web Pl. To Bottom Flange pl.

32mmTh.Pl. To 32mm
10mm Fillet weld (tnside Detail - 3, Bottom)
lS2062-201.1, Gr. E 350 B0 fully killed with normalizing
S.A.W
Flat

Class : ll, Gr. W2 of tRS M: 39 - 2OZO

Type : Copper Coated mild steelwire
Drying method : N.A
Class : ll, Gr. F2 of IRS M: 39 - 2O2O
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.

WEB PL. WEB PL.

Page - \5/1
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7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 4353 - 1995, Cl.7 tRS 8-2001
c1.17.3 & WBC-2001
Type DC, Polarity: Reverse
As per lS 7310 (Part 1) - 1974

Weld
Pass

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

1 Pass,l 4 500 - 550 28-30 1,.2- t.4 0.30 - 0.3s 15 -20 N.A

10.2 Welding sequence and technique
11. Provision of run - on/ Run - off tabs
L2. Cleaning of weld bead

Before laying of next weld bead
13. Root preparation before

Welding other side of groove weld
74. Preheating and interpass temperature
15. Peening

16. Post weld treatment
11. Rectification of weld defect

18. lnspection of weld

19. Any other relevant detail

Welding from Run-on to run off tabs
Yes

N.A

N.A

1r.o'c - 1s0"c before wetding 
,[tS-o -zto"Cir{ry*47)N.A 'T

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using 82 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 - t0429l2 & RDso/B - Lo42s/8

Page - 1.5/2
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2X48mcLEARsPANBoWSTRtNu,,,,,mRDso/B-1o42g(sERtEs),,Ctass-Aand
70R Loading and Special class loading of 3g5 Tone,,

Name of Work : Construction of proposed RoB and it's approaches in reptacement of exiting levet
crossing gate no '2L SPLIE in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.

LOA Memo No:
Agencv:

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.L Joint design details
(Sketch showing a rrangements
of parts, weld groove details,
Weld passes & their sequence etc.)

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

B r 
pLlwoRKsH oplLc - 2t spL/ E ls u Rt/48 M. BSG/WPSS/ 1 6

Drg. No. RDSO/B - tl4z9/2 & RDSO/B - Lo4Zs/8 (Section - K - K)
Top Arch MKD. TC-1,1X (Box Type)
Web Pl. To Bottom Flange pl.

32mmTh.Pl. To 32mm
8mm Fillet weld (Outside Detail - 2, on all four corners)
152062-2011, Gr. E 350 B0 fully killed wirh normalizing

S.A.W
Flat

Class : ll, Gr. W2 of tRS M: 39 - 2O2O
Type : Copper Coated mild steelwire
Drying method : N.A
Class : ll, Gr. F2 of IRS M: 39 - ZO2O

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.

ON ALL TOUR
CORNERS

ffCTldll K-I<-DETAfl_-2
(nofrGIDt4drrfi)

Page - 1.6/1

67lW-25O Dated -LO.O2.2O2L
S'S' CIVIL CONSTRUCTION PVT. LTD. Ll4 Nritya Gopal Chatterjee Lane - Kol - 700037
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10.

11.

t2.

13.

1.4.

15.

16.

77.

7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 4353 - 1995, Cl.7 IRS 8-2001
cl.t7.3 & wBC-2001
Type DC, Polarity: Reverse
As per lS 7310 (Part 1) - 1974

18.

19.

2 Welding sequence and technique
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

lnspection 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 82 Class of electrodes of specify
IRS M.2812020 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 - Z,ZX, TC - 3,3X ,TC - 4,4X
Drg. No. RDso/B -1042912 & RDso/B -Lo4zgl}

Page - L6/2

6).

tll#it';ffiffi".
lioS'rF;ic:fi0' 

lrY t r'/

r': l,
-ti

M
"Z

N. H./S U Rl/Bi rbhu m/W. B.

O-v
(\PPROVAL BY RDSO

(

Weld
Pass

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

1 Pass 4 500 - s50 26-30 L.2 - 1,.4 0.35 - 0.40 7s -20 N.A
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WORKSHOP WELDING
2X 48m CLEAR SPAN Bow srRtNG srEEL GTRDER 3 LANE DRG. No. RDso/B - to4zg (sERrEs) ,,class _ A and70R Loading and Specia! class loading of 3g5 Tone ,,

Name of Work :

LOA Memo No:
Agencv:

Name & address of fabricator

Welding procedure specification No.

7. Drawing No.

2. Weld joint description
3. Base Metal
4. Welding process

5. Welding position

6. Welding Consumable
6.L Electrode/Wire

6.2 Flux

6.3 Shielding Gas
7. Base metal preparation

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

Bhartia lnfra projects Ltd
lL-32, Mouza Barunda, Bagnan, Howrah, West Bengal_ 711303

Bt prlwoR KSHOp/rc - 2t spLl El SU Rt/48 M. Bsc/wpss/l 7

Drg. No. RDSO/B - LO4Z9(2 (Section - B _ B)
Diaphragm pl. (Dp) for Top Arch - MKD - TC - l,tx (Box Type)
Diaphragm pl. To Web pllTop/Bott.Ftg. pt.
20mmTh.Pl . To 32mm/32mm Th. pl.
10mm Fillet weld (At least three sides)
lS2062-201,1, Gr. E 350 B0 fully killed with normalizing

F.C.A.W
Horizontal - Vertical

Class : I of IRS M:46 - 2O2O
Type : Flux Cored MtG Welding filler wire with shield gas
Drying method : N.A
Class : N.A
Type: N.A
Drying method : N.A
COz

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

TVEB PL.

:.":'.:::.::T:f^o':||::1j.o1ri, it's approaches in reptacement of exiting tever
;.*";; ;,;.*,i" r""- rr,.,Qla+ianStation.

67/W-25O Dated -to.o2.2o2t
s's' clvlL coNsrRucrloN PVT. LTD. L/4 Nritya Gopal chatterjee Lane - Kot - 700037
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7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
1,0. L Welding parameters

As per lS 10178 - 1995, Cl.9 IRS 8-200L
c|.17.3 & WBC-2001

Type DC, Polarity : Reverse
As per lS 7310 (Part 1) - 1.974

I

(

t

{

(

(

(

(

10.2 Welding sequence and technique
77. 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
L4. Preheating and interpass temperature
15, Peening
1,6. Post weld treatment
17. Rectification of weld defect

18. lnspection of weld

19. Any other relevant detail

N.A

N.A

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 82 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 -1042912 & RDSO/B -tO429/8

Page - t7 /2
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Weld
Pass

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

L Root 7.2 200 -220 24 -26 5-6 N.A 15-20 15-18
2 Pass t.2 200 -220 24 -26 5-6 N.A 15-20 15-18

N



Name of Work:

LOA Memo No:
Agencv:

WORKSHOP WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. No. RDso/B - Lo4zg (sERtEs) ,,Class - A and

70R Loading and Special class loading of 3g5 Tone,,
Construction of proposed RoB and it's approaches in replacement of exiting level
crossing gate no '2L SPLIE in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
57lW-25O Dated-LO.OL.}O}L
S'S' CIVIL CONSTRUCTION PVT. LTD. Ll4 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
5. Welding Position
6. Welding Consumable
6.L Electrode/Wire

6.2 Flux

6.3 Shielding Gas
7. Base metal preparation

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

Bhartia lnfra Projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal_ 711303

B I pLlWOR KSH OplLC - 21 SpL/ E / SU Rr/48 M. BSG/WPSS/I 8

Drg. No. RDSO/B - L042913 (Section _ E _ E)
Top Tie Beam, MKD. TTB (Box Type)
Web Pl. To Top/Bottom Flange pl.

20mmTh.Pl. To 2Omm/20mm Th. pl.

8mm Fillet weld (Outside on all four Corners)
152062-201.1, Gr. E 350 B0 fully killed with normalizing
S.A.W
Flat

Class : ll, Gr. W2 of IRS M: 39 - ZO2O
Type : Copper Coated mild steelwire
Drying method : N.A
Class : ll, Gr. F2 of IRS M: 39 - 2OZO
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,

TOP FLC.

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

ON ALL FOUR
CORNERS

WEB PL,
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7,2 Joinl preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 4353 - 1995, Cl.7 IRS 8-2001
cl.t7.3 & wBc-2001
Type DC, Polarity : Reverse
As per lS 7310 (Part 1) - 7974

Welding from Run-on to run off tabs
Yes

N.A

N.A

i.l.O"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 82 Class of electrodes of specify
IRS M.28/2020 after conducting D.P test.
Visual, Macro Etching and D.P. test.

N.A

( 10.2 Welding sequence and technique
11. Provision of run - on/ Run - off tabs
L2. Cleaning of weld bead

Before laying of next weld bead
13. Root preparation before

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

lnspection of weld

Any other relevant detail

,l9o-*!uuctu%h'*ry/f

Page - 18/2

L4.
15.

16.

77.

18.

19.

/

4/sw"

N. H./SU Rl/B[bhqm/W. B.()v'
\

E. Rly./Asansol Division3lPL (Fabricator)

1

hgNJ

*'g
i:6;)

Weld
Pass

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

1 Pass 4 500 - 550 28-30 t.2- 1.4 0.3s - 0.40 15-20 N.A

.ffi*l
td{ o" '
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WELDING PROCEDURE SPECIFICATION SHEET

WORKSHOP WELDING
2 X 48m CLEAR SPAN BOW STRTNG STEEL GTRDER 3 LANE DRG. NO. RDSO/B - tO429 (SERIES) "Class - A and

70R Loading and Special class loading of 385 Tone "
Name of Work:

LOA Memo No:

Agencv:

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

Bhartia lnfra Projects Ltd

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

Bl pLlwoRKsHoP/LC - 2L SPL/ El SU Rl/48M. BSG/WPSS/19

Drg. No. RDSO/B - LO429l3 (Section - B - B)

Diaphragm Pl. (DP) for Top Tie Beam - MKD - TTB (Box Type)

Diaphragm Pl. To Web PllTop/Bott. Flg. Pl.

10mmTh.Pl. T o 2Omm/20mml20mm Th. Pl.

Bmm Fillet weld (At least three sides)

lS 2062-2011, Gr. E 350 B0 fully killed with normalizing
F.C.A.W

Horizontal - Vertical

Class : I 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

COz

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>N>

WEB PL.

WEB PL.

1 OMM

BOTT. Page - I9/1.

ffcnoN B-B

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

crossing gate no - 2L SPLIE in Suri at Km. 338 of NH - 60 between Kachujora - Suri

Station.
67lW-25O Dated -LO.O2.2O2L
S.S. CIVIL CONSTRUCTION PVT. LTD. L/4 Nritya Gopal Chatterjee Lane - Kol - 700037

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.)

20
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7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1995, Cl.9 IRS 8-2001
c1.17.3 & WBC-2001

Type DC, Polarity : Reverse
As per lS 7310 (Part 1) - !974

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
1.4. Preheating and interpass temperature
15. Peening

16. Post weld treatment
17. Rectification of weld defect

18. lnspection of weld

19. Any other relevant detail

N.A

N.A

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 82 Class of electrodes of specify
IRS M.28/2020 after conducting D.P test.
Visual and D.P. test.

N.A

(

(

(

(

(

(

(

(

(

(

(

(

(

\

E. Rly./Asansol Division
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Weld
Pass

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./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 t5 -20 15-18

,W
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WELDING PROCEDURE SPECIFICATION SHEET

2 X 48m CLEAR SPAN BoW STRING STEEL GIRDER 3 LANE DRG. No. RDSO/B - Lo42g (sERtES) ,,Class - A and
70R Loading and Special class loading of 385 Tone ,,

Name of Work:

LOA Memo No:

Agency:

Name & address of fabricator

Welding procedure specification No.

L. 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 a rrangements
of parts, weld groove details,
Weld passes & their sequence etc.)

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

B r pLlwoRKsHop/Lc - 2t spLl E / su Rt/48M. BSG/WPSS/2o

Drg. No. RDSO/B - Lo429/3 (Section - C - c)
Top DiagonalTie Beam, MKD. TDTB (Box Type)
Web Pl. To Top/Bottom Flange pl.

28mmTh.Pl. To 28mm/28mm Th. pl.

10mm Fillet weld (Outside on all four Corners )

lS2062-2071, Gr. E 350 B0 fully killed with normalizing
S.A.W
Flat

Class : ll, 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 - 2O2O

Type : Agglomerated
Drying method : As recommended by the manufacturer
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.

TOP FLC.

ON ALL FOUR
CORNERS

WEB PL.

WEB PL,

Construction of proposed ROB and it's approaches in replacement of exiting tevel
crossing gate no - 27 SPLIE in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
67lW-25O Dated -LO.02.202L
S.S. CIVIL CONSTRUCTION PVT. LTD. Ll4 Nritya Gopal Chatterjee Lane - Kol - 700037
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7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 4353 - 1.995, Cl.7 IRS 8-2001
c|.17.3 & WBC-2001
Type DC, Polarity: Reverse
As per lS 7310 (Part 1) - L974

Weld
Pass

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

1 Pass 4 500 - 550 26-30 1..2 - 7.4 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
L4. Preheating and interpass temperature
15. Peening
16. Post weld treatment
17. Rectification of weld defect

18. lnspection of weld

19. Any other relevant detail

Welding from Run-on to run off tabs
Yes

N.A

N.A

110'c - l.so'C before welding , l5-o -Z3oZ f."b/ryW'
N,A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using 82 Class of electrodes of specify
IRS M.28/2020 after conducting D.P test.
Visual, Macro Etching and D.P. test.

N.A

Page-20/2
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WELDING PROCEDURE SPECIFICATION SHEET
WORKSHOP WELDING

2 X 48m CTEAR SPAN BoW STRING STEEL GIRDER 3 IANE DRG. No. RDso/B - Lo4zg (sERIEs) ,,Ctass - A and
70R Loading and Special class loading of 3g5 Tone,,

Name of Work:

LOA Memo No:
Apencv:

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.)

Bhartia lnfra Projects Ltd

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

Br pLlwoRKsHo p/LC - 21 Sp Ll E / SU Rt/48 M. BS G / W pSS / 27

Drg. No. RDSO/B -LO429/3 (Section - B - B)
Diaphragm Pl. (DP) for Top Dia. Tie Beam - MKD - TDTB (Box Type)
Diaphragm Pl. To Web pllTop/Bott. Flg. pl.

10mmTh.Pl. Io 28mm/28mm/28mm Th. pl.

8mm Fillet weld (At least three sides)
lS 2062-2011, Gr. E 350 B0 fully killed with normalizing
F.C.A.W

Horizontal - Vertical

Class : I 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
COz

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

Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no '2L SPL/E in Suri at Km. 338 of NH ' 60 between Kachujora - Suri
Station.
67lW-25O Dated -tO.O2.zO2t
S.S. CIVIL CONSTRUCTION PVT. LTD. Ll4 Nritya Gopal Chatterjee Lane - Kol - 700037
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(

7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10. 1 Welding parameters

As per lS 10178 - 1995, Cl.9 IRS 8-2001

c|.17.3 & WBC-2001

Type DC, Polarity : Reverse

As per IS 7310 (Part 1) - t974

(

I

I

10.2 Welding sequence and technique
11. Provision of run - on/ Run - off tabs
1.2. 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
77. Rectification of weld defect

18. lnspection of weld

79. Any other relevant detail

N.A

N.A

N.A

N.A

1.10"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 82 Class of electrodes of specify

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

N.A

i

{

(

ffi.-
Executive Enqineer

ll U- R.O.B. r#eJi Zone_2,

Paee-2U2

{

(

Weld
Pass

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./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 1,5 - 18

,llu

N.H./SURI/Birbhum/W.8. E. Rly./Asansol Division
/'\J( w, ,\:\t---z'r' t L . , tt-'
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p.W. (F,oaCs) Dire :torate o9$tl tln t.,.,, .U

I W (Roads) Directorate.
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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 - to4z9 (sERtEs) "Ctass - 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 - ZL SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
67lW-25O Dated - LO.O2.2O2L

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

Name of Work :

LOA Memo No:
Aqencv:

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

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

B r pLlwo R Ks H o p/Lc - 2L spL/ E / SU R t/48 M. BS G I W pSS / 22

Drg. No. RDSO/B -LO42916 (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. Pl.

All round fillet joint, Weld size - 1.24d Min.

(d=25mm) Height - 7mm (Approx)

152062-2071, for Plate E 350 B0 fully killed normalizing/
normalizing rolling/controlled rolling & lS 3935, tSO 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 untilthe 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.

sHEAD 
OtA. + J7.5MM

+1 MM

-o.5 MM

STUD SHEAR
CONNECTOR

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.)

DIA" 25MM

2 L---JErl
MIN. JlMM

DETAItrSruD

\
./Asartsol Divis

-gL-

-0.4 MM
+O MM

srcnoNBa
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7.2 Joint preparation

8. Welding current

9. WelderQualification

10. Welding parameters and technique
10. 1 Welding parameters

tRS B1-2001
c|.17.3 & WBC-2001
Type DC, Polarity : Reverse

N.A

N.A

N.A

N.A

N.A

N.A
N.A
Stud with defective welding is removed and new stud is welded

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

N.A

Page - 22/2,

1t

I

to.2

11.

L2,

13.

Welding sequence and technique

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

1"4. Preheating and interpass temperature

15. Peening

16. Post weld treatment
17. Rectification of weld defect

18. lnspection of weld

19. Any other relevant detail

P r Li f :i :[., iis,' ]-?.?I" _r,
P. W. (RuuuiT Directorate.

N. H./SU Rl/Bi rbhum/W. B.

O*,
E -ryry1ffSry{9,ri$Uif i ?$ u, ot 

=Tgo4ffi 
'ry{ g,ti$U'f | ?l} t tr at a" -s\

!F^r,\ ::"s-e! 
.l rl',, '

Weld
Pass

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc Voltage
(Volt)

Time Lift
(mm)

Plunge
(mm)

Second Cycles

1 Pass N.A 19sO -2200 N.A 1.35-1.40 85 0.125 0.250

f;;relG
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WPSS
SITE WELDING

2 X 48.0m BOW STRING STEEL GIRDER
RDSO dRG. NO. RDSO/B - 10429 (SERIES} " CLASS - A AND 7OR LOADTNG

SPECIAL CLASS 385 TONE"

BHARTIA INFRA PROIECTS LTD
(WEST BENGALI

Ih

{r



(

WELDING PROCEDURE SPECIFICATION SHEET (WPSSI
(SITE WELDINGI

2 X 48.0m BOW STRING STEEL GIRDER 3 LANE
RDSO DRG. NO. RDSO 'B . 10429 (SERIES} 'CLASS - A AND 7OR LOADING AND SPECIAL CLASS

LOADING OF 385 TONE "

BHARTIA INFRA PROIECTS LTD

NAME OF THE WORK : CONSTRUCTION OF PROPOSED ROB AND lT'S APPROACHES lN
REzLACEMENT OF EXISTING LEVEL CROSSTNG GATE NO. - 27 SqL/E
IN SURI AT KM. 338 OF NH-60 BETWEEN KACHUIARA - SURI

STATION.

NAME OF AGENCY :

LOA MEMO NO, :

RDSO. DRG. NO. :

CLIENT:

s.s. ctvtL coNsTRUcTtoN pw. LTD, 7/4, NRtTyA GOqAL
CHATTERJEE LANE, KOLKATA . 7OOO37

SUPERINTENDING ENGINEER, NATIONAL HIGHWAY CIRCLE NO.
il, PW (ROADS) DTRECTORATE, GOW. OF WEST BENGAL SARAK

BHAWAN, LAM BADARPU R, SU RI, BIRBHU M

67/W-2s0 DATED - 70.02.2027

s
RDSO/B - 70429 (SERIES) BOW SrR ruC $f,EEI GTRDER

,' 
NAME OF FagRrcAToR : BHARTIA INFRA PR2TE]T LIMITED

T1.32, MOUZA BARUNDA, BAGNAN HOWRAH,
WEST BENGAL - 777303

PLACE oF INSPECTTON : PROTECT SITE AT LEVEL CROSSTNG GATE NO. - 21 SPL/E tN SURI

AT KM 338 OF NH - 60 BETWEEN KACHUJORA _ SURI SATION

,. i.",, .. t:i,r t i._.;ir:",i. 
,_,. iir)r Engineer (BR)

N'H'/suffi')'e' E' Rlv'/$tamdolKfll:"t' APPRovAL BY RDSo,

l_/ AEN / BRL / ASN
SufititenC';nE Engtneer E. n"il*"y' N'H' Circle-ll
P.W. (i\crti:,; u-i'fti""t" qEry crlrYq<n €g afiT

y{ kr} erTrr;nTri

WEST BENGAL
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INDil(
( SMA UELDING )

2 X 48m CLEAR SPAN Bow srRlNG srEEL GIRDER 3 LANE DRG. No. RDso/B - Lo4zg(sERtEs) ,,ctass - A and70R Loading and Speciat class toading of 3g5 Tone ,,Name of work : construction of proposed RoB and it's approaches in reptacement of exiting levetcrossing gate no '21SPL/E in suri at Km. 338 of NH - 60 between Kachujora - suriStation.
LOA Memo No:
Agencv:

67/W-250 Dated-10.02.2021
s's' clvlL coNsrRucrloN PVT. LTD. U4 Nritya Gopat chatterjee Lane - Kol - 700037

(

sl.
No.

Component -Joint description Weld Size/
Process RDSO Drg. No. WPSS No. Page Mark

01 AllComponent Tack Weld
All Fillet Joint

5 mm Fillet
(FCAW )

RDSO/B -LO429
(Series)

ssG/stTE/LC-21
sPL/E/SURt/48M

BSG/WPSS/01 7/L-7/2

02

Web Splice pl.

Bottom Long
Beam

Web Splice pl.

(32mm)To Web pl.

(25mm)

22 mm Fillet
(FCAW)

RDSO/B - 10429/s

RDSO/B - 1O429/s

ssG/stTE/LC-21
sPL/E/SURt/48M

B!c/wPSS/02 2/7-2/2

03

Top/Bottom
Splice Pl.

Bottom Long

Beam

Top/Bott. Splice pl.

(32mm/32mm)To
Top/Bott. Flg. pt.

(25mm/25mm)

22 mm Fillet
(FCAW)

ssG/stTE/LC-21
sPL/E/SURt/48M

BSG/WPSS/o3 3/t - 3/2

Rib Pt.

Bottom Long
Beam &

Bottom Cross

Beam

Rib Pl. (25mm) To
Web Pl. (25mm)
BLB / Bottom pl.
(28mm/36mm)

BCB

20 mm Fillet
(FcAW) RDSO/B - 70429/s

i

04

i

ssG/stTE/LC-21
SPL/E/SURI/48M

BSG/WPSS/04 4/1_ - 4/2

05

Web Splice pl.

Bottom Cross
Beam - BCB 1,2

Web Splice pl.
(16mm)To Web pl.

(16mm)

14 mm Fillet
(FCAW) RDSO/B - 7042s/6

ssG/strE/Lc-21
sPL/E/SURt/48M

BSG/WPSS/05 s/t - s/2
Top

Splice Pl.

Bottom Cross
Beam - BCB l,z

Top Splice pl.
(32mm)To Top Flg.

Pl. (25mm)

18 mm Fillet
(FCAW)

I

06
I

RDSO/B - 70429/6
ssG/stTE/LC-21

sPL/E/SURt/48M
BSG/WPSS/o6 6/7 - 6/2

i

107

Bottom Splice
Pl. Bottom

Cross Beam
BCB - 1,2

Bottom Splice pl.

(45mm)To Bott.
Flg. Pl. (28mm)

24 mm Fillet
(FCAW) RDSO/B - 70429/6

ssG/stTE/LC-21
sPL/E/SURt/48M

BSG/WPSS/o7 7 /7 -7/2

I

lot
Web Splice Pl.

Bottom Cross

Beam - BCB 3

Web Splice Pl.
(25mm)To Web pt.

(25mm)

20 mm Fillet
(FCAW) RDSO/B - 7042s/6

ssG/stTE/LC-21
sPL/E/SURt/48M

BSG/WPSS/08 8/7 - 8/2

09

Top/Bottom
Splice pl.

Bottom Cross

Beam
(BcB - 3)

_ToplBott. Splice pl.

(45mm)to
Top/Bott. Pl.

(36mm/36mm

28 mm Fillet
(FCAW) RDSO/B - L0429/6

ssG/stTE/LC-21
sPL/E/SURt/4SM

BSG/WPSS/09 e/l-s/2

APPROVAL BY RDSO
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sl.
No.

Component Joint description
Weld Size/

Process
RDSO Drg. No. WPSS No. Page Mark

10

Angle Cleat
Bottom Cross

Beam -
BCB 1,2,3 &
Bottom Long

Beam

Angle Cleat (Ls

150x150x18) To

Web Pl. (BCB/BLB)
(L6mm/25mm/

25mm)

14 mm Fillet
(FcAW)

RDSO/B - 10429/6
ssG/srrE/Lc-21

sPL/E/SURr/48M
BSG/WPSS/10

10/1. - 1o/2

tt
Criss Cross

Frame Bottom
Cross Beam

Criss Cross Frame
(ISMC 150)To Stiff.

Pl. (12mm)

6 mm Fillet
(FCAW)

RDSO/B - 10429/6
ssG/srrE/Lc-21

sPL/E/SURr/48M
BSG/WPSS/11

1.1./1.- 1.112

12

Hanger Flange

Pl.

Hanger Flg. Pl.

(32mm)To Web Pl.

(25mm) BLB

22 mm Fillet
(FCAW)

RDSO/B - 10429/9
ssc/srrE/Lc-21

sPL/E/SURr/48M
BSG/WPSS/12

1.2/1.- 1.212

13

Rib Pl. Hanger
& Bottom Long

Beam

Rib Pl. (25mm)To
Hanger Web Pl.

(25mm) / Top Flg.

Pl. (25mm) BLB

18 mm Fillet
(FCAW)

RDSO/B - 10429/9
ssc/srrE/Lc-21

sPL/E/SURr/48M
BSG/WPSS/13

t3/t- 7312

L4

Hanger Flange

Pl.

Hanger Flg. Pl.

(32mm)To Web Pl.

(32mm)
Top Arch

24 mm Fillet
(FCAW)

RDSO/B - tO429/9
ssG/srrE/Lc-21

sPL/E/SURr/48M
BSG/wPSS/14

1411. - 1.412

15

Rib Pl. Hanger
& Top Arch

Rib Pl. (25mm)To
Hanger Web Pl.

(25mm)/ Bottom
Flg. Pl. (32mm)Top

Arch

20 mm Fillet
(FCAW)

RDSO/B - 70429/9
SSG/SITE/1C.21

sPL/E/SURr/48M
BSG/WPSS/15

1.s/1. - 1.s12

16

Web Splice Pl.

Top Arch

Web Splice Pl.

(40mm)To Web Pl.

(32mm)

28 mm Fillet
(FCAW)

RDSO/B - LO429/2
ssG/srrE/Lc-21

sPL/E/SURr/48M
BSG/WPSS/16

t6/L- t6l2

17

Top/Bottom
Splice Pl.

Top Arch

Top/Bott. Splice Pl.

(40mm/40mm)to
Top/Bott. Pl.

(32mm/32mm)

28 mm Fillet
(FCAW)

RDSO/B - LO42e/2
ssG/srrE/Lc-21_

sPL/E/SURr/48M
BSG/WPSS/17

17 /1. - t7 /2

18
Web Splice Pl.

Top Tie Beam

Web Splice Pl.

(25mm)To Web Pl.

(20mm)

18 mm Fillet
(FCAW)

RDSO/B -70429/3
ssc/srrE/Lc-21

sPL/E/SURr/48M
BSG/WPSS/18

18/1. - 18/2

19

Top/Bottom
Splice Pl.

Top Tie Beam

ToplBott. Splice Pl.

(25mm/25mm)To
Top/gott. Pl.

(20mm/20mm)

18 mm Fillet
(FCAW)

RDSO/B - 10429/3
ssG/srrE/Lc-21

sPL/E/SURr/48M
BSG/WPSS/19

1911- 19/2

20

Top Tie Beam

Connection at
Hanger Flange

Pl.

Web Pl./Top/Bott.
Flg. Pl.

(2Omml2Omml20
mm)TTB To Flg. Pl.

(32mm) HR

18 mm Fillet
(FCAW)

RDSO/B - 70429/3
ssG/srrE/Lc-21

sPL/E/SURr/48M
BSG/WPSS/20

2olt-2012
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sl.
No. Component Joint description Weld Size/

Process RDSO Drg. No. WPSS No. Page Mark

27

Top Diagonal
Tie Beam

Connection at
Hanger Flange
Pl. & Top Arch

Web Pl./ToplBott.
Flg. pt.

(28mm/28mm/28
mm)TDTB To Ftg.

Pl.
(32mm) HR/ Web

Pl. (32mm)TA

18 mm Fillet
(FCAW) RDSO/B _ 1.0429/3

t-
I ttc/s,t E/Lc-21,

sPL/E/SURt/48M
BSG/WPSS/21 21/L - 21./2

Top Diagonal
Tie Beam

Connection at
Top Tie Beam

-Web Pl./ToplBott.
Flg. pt.

(28mm/28mm/28
mm) TDTB To Web

Pl. (20mm) TTB

18 mm Fillet
(FCAW)

,l
I

122
I

I

;

i

RDSO/B - 70429/3 ssc/stTE/LC_21
sPL/E/SURt/48M

BSG/WPSS/22 22/1.-22/2

Rib Pl. Hanger
& Top Tie

Beam

Rib Pl. (25mm)To
Hanger Flg. pl.

(32mm)/Top/Bott.
Flg. Pl. TTB

(20mm/20mml

18 mm Fillet
(FCAW)

I,l

123
't

i

l
I

I

I

i

124
I

I

I

'25
I

RDSO/B - 1.0429/3
ssG/StTE/LC_21

sPL/E/SURt/48M
BSG/WPSS/23 23/1- 23/2

Rib Pl. Hanger,
Top Arch & Top

DiagonalTie
Beam

I Rib Pl. (2smm)To
HR Flg. pt. (32mm)

/TA Web pt. (32mm
/Top/sott. Flg. pl.
(28mm/28mm) 

|TDTB 
I

22 mm Fillet
(FCAW) RDSO/B - L042e/3

ssG/StTE/LC_21

sPL/E/SURI/48M
BSG/WPSS/24 24/L - 24/2

Web Cover pl.

L0 Joint

. Web Cover pl.
(36mm) To Web pt.
(25mm)BLB/Web

Pl.(32mm)TA

22 mm Fillet
(FCAW) RDSO/B - 1,0429/4

ssG/slTE/LC_21
sPL/E/SURt/48M

BSG/WPSS/2s 2s/1--2s/2

I

126

Top Arch
Connection

L0 Joint

Top/Bott. Flg. pt.

(32mm/3Zmm)TA
To Top Flg. pl. BLB

(25mm)

22 mm Fillet
(FCAW) RDSO/B - L0429/4

ssG/strE/Lc_21
sPL/E/SURt/48M

BSG/WPSS/26 26/1" - 26/2
I

lzt
Rib Pl. Bottom
Long Beam &

Top Arch
L0 Joint (Bott.)

Rib Pl. (25mm)To
Top Flg. pt. (25mm)

BLB/Bott. FIg. pt.

_ (32mm)TA

22 mm Fillet
(FCAW) RDSO/B - 70429/4

ssG/StTE/LC-21

sPL/E/SURt/48M
BSG/WPSS/27 27/7 - 27 /2

I

lza
t-
I

129

Cover Pl. of Rib
Pl. (Bottom)

L0 Joint

Cover Pl. (6mm)To
Rib Pl. (25mm)

6 mm Fillet
(FCAW) RDSO/B - 1042e/4

ssG/strE/LC_21
sPL/E/SURt/48M

BSG/WPSS/28 28/1.-28/2
Rib Pl. Bottom
Long Beam &

Top Arch
L0 Joint (Top)

Rib Pl. (25mm)To
Top Flg. pt. (25mm)

BLBI-op Ftg. pt.

(32mm)TA

22 mm Fillet
(FCAW) RDSO/B - 70429/4

ssG/stTE/LC-21
sPL/E/SURt/48M

BSG/WPSS/2e 2s/7-2s/2
Cover Pl. of Rib

Pl. (Top)

L0 Joint

Cover Pl. (6mm)To
Rib Pl. (25mm)

6 mm Fillet
(FCAW)l"| ---

'i--
RDSO/B - 1.0429/4

ssG/stTE/LC_21

sPL/E/SUR|/48M
BSG/WPSS/30 30/1.-30/2

{o;

\

E. Rly./Asansol Division

,l(1.
TA,PPROVAL BY RDSO
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A.
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) w.H./Sunt/Birbhum/W.8.
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2 X 48m CLEAR SPAN

Name of Work:

LOA Memo No:
Agencv:

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

5.3 Shielding Gas

7. Base metal preparation

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

tslPL (Fabricator)

Bhartia lnfra Projects Ltd
)L-32, Mouza Barunda, Bagnan, Howrah, West Bengal - 711303

Br prlsrTE/Lc - 21 spL/E/su Rl/48M. BSG/WPSS/o1

Drg. No. RDSO/B - LO429 (Series)

5 mm Tack Weld on all fillet Joints

lS2062-2011, Gr. E 350 B0 for Plate section and E 250 B0

for Rolled Section

F.C.A.W

Horizontal

Class : I 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

WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
I BOW STRTNG STEEL GTRDER 3 LANE DRG. NO. RDSO/B - LO429 (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 - 2lSPL(E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
67lW-25O Dated -LO.O2.2O2L
S.S. CIVIL CONSTRUCTION PVT. LTD. Ll4 Nritya Gopal Chatterjee Lane - Kol - 700037

(.

(

I

0r

Asstt, Research Officer/M&C
iiq fiirrq/Minislry of Railways

,\;;'";;,'ffi; D s c,-!ck:,tr

.N:_._
'...r9\i"i,{(\arl)
I,.Td- hlcT"hxrr
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".\ 

il .
\'1'.1:

APPROVAL BY RDSO



I

7 '2 Joint preparation : As per ls 4353 - 1995, C1,7, ts: 10178 cl. g, tRS 8-2001
(

c|.17.3 & WBC-2001

1 8. Welding current : Type DC, polarity : Reverse

9. welder euarification : As per rs 7310 (part 1) - 1,974

10. Welding parameters and technique
10.1 Welding parameters

10.2 Welding sequence and technique : N.A

t7. 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

, 1,4. Preheating and interpass temperature : N.A(. -

, 15. Peening : N.A\ ^-16. Post weld treatment : N.A
( t7' Rectification of weld defect : By re-welding after complete removal of defective weld

it. lnspection of weld : Visual
19. Any other relevant detail : None' " Anvotherrelevantdetail : None 

i:xr*'"ffi*H'r-ffi,
*ffi)';l':LTr:l:["'*$o$crrllon"' ''-' ' Page-t/2
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2 X 48m CLEAR SPAN

Name of Work:

LOA Memo No:

Agencv :

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

WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
BOW STRING STEEL GTRDER 3 LANE DRG. NO. RDSO/B - LO429 (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 - 2L SPLIE in Suri at Km. 338 of NH - 60 between Kachujora - Suri

Station.
lilw-zso Dated -to.o2.zozt
S.S. CtVtL CONSTRUCTION PVT. LTD. Ll4 Nritya Gopal Chatterjee Lane - Kol - 700037

Bhartia lnfra Projects Ltd

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

BrpL/srrE/Lc - 21 sPL/E/SURr/4SM.BSG/WPSS/02

Drg. No. RDso/B - 1042915 (Details of Splice-Elevation, Sec. - J - J)

Web Splice Pl. of Bottom Long Beam (Box Type)

Web Splice Pl. To Web Pl. of Bottom Long Beam

32mmTh.Pl. To 25mm Th. Pl.

22mm Fillet weld (All around)
lS 2062-2011, Gr. E 350 B0 fully killed with normalizing
F.C.A.W
Horizontal - Vertical - Overhead

Class : I 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

COz

Fusion faces and adjacent surfaces are cleaned

and made free from cracks, notches, mill scale,

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

7.7 Joint design details
(Sketch showing arrangements
of parts, weld groove details,
Weld passes & the'r1 sequence etc.)

32MM
WEB SPUCE PL.

32MM
SPLICE PL.

,ilr,
{CilU,l J-J
(srEr*g..ar@

Page - 2/L

*.r./ru*'/rD;(j E. Rly./Asansol Division

(>
)"/

J

'-gi:xl$t

BIPL (Fabricator) S.S. Civil {Agency}

o
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7.2 Joint preparation

8. Welding current
9. WelderQualificatign
L0. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1995, Cl.9 IRS 8-2001

c1.17.3 & WBC-2001

Type DC, Polarity : Reverse

As per lS 7310 (Part 1) - \974

18. lnspection of weld

, 19. Any other relevant detail

10.2 Welding sequence and technique
11. Provision of run - on/ Run - off tabs
L2. Cleaning of weld bead

Before laying of next weld bead
1"3. Root preparation before

Welding other side of groove weld
74. Preheating and interpass temperature
15. Peening
16. Post weld treatment
t7. Rectification of weld defect

N.A

N.A

N.A

N.A

110'C - L50'C befo+e-rye14ht
N.A

N.A

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

CL.32.2 of 9595-96, using 82 Class of electrodes of specify
IRS M.28/2020 after conducting D.P test.
Visual and D.P. test.

N.A

\ T)

(

H;*""4"ffi:*-"',ffi
ia ri*l',iql t"irt") 

*io u o . Lu-i'r

$oi'i"'iltcr' 
('i<1 t't: i Page - 212

(

(

Weld Pass Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

1 Root 1,.2 200 -220 24-26 5-6 N.A 7s -20 15-18
14 Pass 7.2 200 -220 24 -26 5-6 N.A 15-20 15-18

19

trPE
Dy. Chief Engineer (BR)

,'a

*.r.7rr*,1ffi.t E. Rly./Asansol Division
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Name of Work:

LOA Memo No:

Agencv:

WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
2 X 48m CLEAR spAN Bow srRtNG srEEL GIRDER 3 LANE DRG. No. RDso/B - Lo429 (sERlEs) "class - A and

70R Loading and Specia! class loading of 385 Tone "
Construction of proposed ROB and it's approaches in replacement of exiting level

crossing gate no - 2l SPLIE in Suri at Km. 338 of NH - 60 between Kachujora - Suri

Station.
67lW-25O Dated -to.o2.2o2L
S.S. CtVtL CONSTRUCTTON PVT. LTD. Ll4 Nritya Gopal Chatterjee Lane - Ko! - 700037

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

Bhartia lnfra Projects Ltd

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

Bt pLlsrrE/Lc - 21 SPL/E/SU RI/48M. BSG/WPSS/03

Drg. No. RDSO/B -t0429ls (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. Pl.

22mm Fillet weld (Allaround)
lS2062-2011, Gr. E 350 B0 fully killed with normalizing

F.C.A.W

Horizontal - Vertical - Overhead

Class : I of IRS M: 46 - 2O2O

Type : Flux Cored MIG Welding filler wire with shield gas

Drying method : N.A

Class : N.A

Type : N.A

Drying method : N.A

COz

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 Page - 3/1,BOfi, SPLICE PL.

$:CTION J-.1
uEw-G-c&H-H

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.)

*,,,,*,,,clp_,::_*@+Div*{en

"il,#:ti:iij*: *:"
P'W' tRsao

APPROVAL BY RDSO
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N.A
N.A
N.A

7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1995, Cl.g tRS 8-2001
c|.17.3 & WBC-2001

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

10.2 Welding sequence and technique
L1,. 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
L4. Preheating and interpass temperature
15. Peening

16. Post weld treatment
77. Rectification of weld defect

18. lnspection of weld

19. Any other relevant detail

N.A

110"C - 150'C beferem&Hng
N.A
N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using 82 Class of electrodes of specify
IRS M. 28/2020 after conducting D.p test.

Visual and D.P. test.

N.A

q.

iJ1J*r-rffilffi

,y

Page-3/2
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s, n. [];;fi I 
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tu.a srtg{q,rd

Weld Pass Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

L Root 7.2 200 -220 24-26 5-6 N.A 1,5 -20 15- 18
14 Pass 1.2 200 -220 24-26 5-6 N.A L5-20 15-18

APPROVAL BY RDSO



SITE WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. No. RDsO/B - LO42g (sERlES) ,,Ctass - A and

70R Loading and Special class loading of 3g5 Tone,,
Construction of proposed RoB and it's approaches in reptacement of exiting !evel
crossing gate no - 2l SPLIE in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
67lW-250 Dated - 1O.O2.ZO2L

S'S. CIVIL CONSTRUCTION PW. LTD. L/4 Nritya Gopat Chatterjee Lane - Ko! - 700037

Name of Work:

LOA Memo No:
Agencv:

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.)

L!.")"

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

Br prlstTE/Lc - 21 SPL/E/SU Rt/48M. BSG/WPSS/04

Drg. No. RDSO/B - 1o429/s (Detail - 5)
Rib Pl. of Bottom Long Beam & Bottom Cross Beam

Rib Pl. To web Pl. of Bottom Long Beam/Bott. pl. of Bott. cross Beam
25mmTh.Pl. To 25mm/28mm/36mm Th. pl.

20mm Fillet weld (Both Side All around)
lS 2062-2011, Gr. E 350 B0 fully killed with normalizing
F.C.A.W
Horizontal - Vertical - Overhead

Class : I of IRS M:46 - 2O2O
Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A
Class : N.A
Type: N.A

Drying method : N.A
Coz

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

BOTT.CROSS BEAM

Page - 4/1.

) s.s.civffigencyl N.H./suRr/8ryffi: E. Rly./Asansol Division APPROVAL BY RDSO
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7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1995, Cl.9 IRS 8-2001
c|.17.3 & WBC-2001

Type DC, Polarity : Reverse
As per lS 7310 (Part 1) - 7974i

l

10.2 Welding sequence and technique
17. Provision of run - on/ Run - off tabs
72. 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. lnspection of weld

19. Any other relevant detail

N.A

N.A

N.A

N.A

l.L0'C - 150"C bef€+€tr'ftlifrE
N,A

N,A

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

CL.32.2 of 9595-96, using 82 Class of electrodes of specify
IRS M.28/2020 after conducting D.P test.
Visual and D.P. test.

N.A

N. H./SU Rl/Birbhum/W. B.

(/\-

Page - 4/2

Weld Pass Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

1 Root L,2 200 -220 24-26 5-6 N.A 1.5 - 20 15- 18
12 Pass 1..2 200 -220 24-26 5-6 N.A 15-20 15-18
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WELDTNG PROCEDURE SPECIFICATION SHEET

SITE WELDING

2 X 48m CLEAR SPAN BOW STRTNG STEEL GIRDER 3 LANE DRG. NO. RDSO/B - LO429 (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

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

Station.
67lW-25O Dated -tO.O2.2O2t
S.S. CtVtL CONSTRUCTION PVT. LTD. Ll4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name of Work :

LOA Memo No:

Agencv:

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

Bhartia lnfra Projects Ltd

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

BtpL/srrE/Lc - 21 sPL/E/SURt/48M.BSG/WPSS/o5

Drg. No. RDSO/B - LO429l6 (Detail -SP1 & SP2, SEC. 3 - 3 & 6 - 6)

Web Splice Pl. of Bottom Cross Beam MKD - BCB - 1& BCB - 2

Web Splice Pl. To Web Pl. of Bottom Cross Beam

16mmTh.Pl. To 16mm Th. Pl.

14mm Fillet weld (All around)

152062-2071, Gr. E 350 B0 fully killed with normalizing

F.C.A.W
Horizontal

Class : I 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

COz

Fusion faces and adjacent surfaces are cleaned

and made free from cracks, notches, mill scale,

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

1 6MM
WEB PL,

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.)

1 6MM
WEB SPLICE PL.

1 6MM
SPLICE PL.WEB

1+

";*l'ffii,ffi'N
.,.t

sEcToN 3.,7 & 6-6

(sfiEvvELDtNG)

N.H./SURI/Birbhum/W.B. E. Rly./Asansol Division
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N.A

N.A

N.A

t

i

7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10. 1 Welding parameters

As per lS 10178 - 1995, Cl.9 tRS 8-2001
c|.17.3 & WBC-2001

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

10.2 Welding sequence and technique
71. Provision of run - on/ Run - off tabs
1,2. Cleaning of weld bead

Before laying of next weld bead
13. Root preparation before

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

18. lnspection of weld

19. Any other relevant detail

N.A

110'C - 150"C beferc-tncfrhg
N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using 82 Class of electrodes of specify
IRS M.28/2020 after conducting D.p test.
Visual and D.P. test.

N.A

q" .#J
*tt li,,i*,^;.

;J#$fg*'?;l'.';""

l.u.

N.

\
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APPROVAL BY RDSO
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Travel
speed

(m/min)

Gas flow
(ltr./min)

E. Rly./Asansol Divisiorr

{{-dr{6

3lPL (Fabricator) S.S.

* l; 3lr-.n-{i6

Weld
Pass

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(volt)

Wire
feed

speed
(m/min)

Electrode
stick out

(mm)

L Root L.2 200 -220 24 -26 5-6 N.A 15-20 15-18
5 Pass L.2 200 -220 24 -26 5-6 N.A t5 -20 15-18



WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
2 X 48m CLEAR SPAN BOW STRTNG STEEL GIRDER 3 LANE DRG. NO. RDSO/B - LO4Z1 (SERIES) ,,Ctass - A and

70R Loading and Special class loading of 3g5 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.
67lW-25O Dated -tO.O2.2O2t
S.S. CIVIL CONSTRUCTION PVT. LTD. t/4 Nritya Gopat Chatterjee Lane - Ko! - 700037

LOA Memo No:
Agencv:

Name & address of fabricator

Welding procedure specification No.

L. Drawing No.

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

Br pllsITE/LC - 21 SPL/E/SU Rr/48M. BSG/WPSS/05

Drg. No. RDSO/B -10429/6 (Detail- Spl & Sp2, View 1- 1& 4 - 4)
Top Splice Pl. of Bottom Cross Beam MKD - BCB - 1 & BCB - z
Top Splice Pl. To Top Pl. of Bottom Cross Beam
32mmTh.Pl. To 25mm Th. Pl.

18mm Fillet weld (Allaround)
lS 2062-201L, Gr. E 350 B0 fully killed with normalizing
F.C.A.W

Horizontal

Class : I 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
COz

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

52MM
SPLICE PL

Page - 6/1
(srrEwaDt'tc)

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.)

'n rit)g,Kolkata

6,rffidL
%ilJ";_.+*

:\t sEcfloN g-? & ffi

APPROVAL BY RDSO
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7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1995, Cl.9 IRS 8-2001
c1.17.3 & WBC-2001

Type DC, Polarity : Reverse

As per lS 7310 (Part 1) - 1974

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

19. Any other relevant detail

N.A

110"C - 150"C beJe+e-,'ve#ifle
N.A

N.A

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

CL.32.2 of 9595-96, using 82 Class of electrodes of specify

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

N.A

N.A

N.A

N.A

Ar.1

PaCe- 612

(

(

(

(.

"Z[\
\

N.H./SURI/BirbhgrT/w.8. E. Rly./Asansol Division

(_/\til" ( L ,

-)-

.,]

Weld
Pass

.Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

1 Root L.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 1,s - 20 15-18

p-0.-eAGNnN

iow.-rlmor

BIPL (Fabricator) APPROVAL BY RDSO



\,1/ELDING PROCEDURE SPECTFICATTON SHEET

SITE WELDING
2 X 48m CLEAR SPAN BoW STRING STEEL GTRDER 3 LANE DRG. No. RDso/B - Lo4zg (sERtEs) ,,Ctass - 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 levet
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
67lW-25O Dated - tO.O2.2O2t
S.S. CIVIL CONSTRUCTION PW. LTD. L/4 Nritya Gopal Chatterjee Lane - Ko! - 700037

LOA Memo No:
Agencv:

Name & address of fabricator

Welding procedure specification No.

7. Drawing No.

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

Br pllsITE/LC - 21 SPL/E/SU Rl/48M. BSG/WPSS/07

Drg. No. RDSO/B -L0429/6 (Detail- 5P1& Sp2, View 2 - 2 & 5 - 5)
Bottom Splice Pl. of Bottom Cross Beam MKD - BCB - 1 & BCB - z
Bottom Splice Pl. To Bottom Pl. of Bottom Cross Beam
45mmTh.Pl. To 28mm Th. Pl.

24mm Fillet weld (All around)
lS2062-201.L, Gr. E 350 B0 fully killed with normalizing
F.C.A.W
Horizontal

Class : I of IRS M: 46 - 2O2O

Type : Flux Cored MIG Welding filler wire with shield gas

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

COz

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

28MM
BOTT. FLG PL.

45MM
BOTT. SPLICE

sEcTtoN 3-7 & ffi
(stTEvwLDNC) Page - 7 /7

APPROVAL BY RDSO
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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.)

PL.

\
Asansol Division

uP'
(Fabricator) t.5. slyiltAF€ncy) N.a.lsunlYffi. E. Rty./

s"iii ;;: t': i:3::;::':''
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7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1995, Cl.9 IRS 8-2001

cI.17.3 & WBC-2001

Type DC, Polarity : Reverse

As per lS 7310 (Part 1) - 1974

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

Before laying of next weld bead
13. Root preparation before

Welding other side of groove weld
Preheating and interpass temperature
Peening

Post weld treatment
Rectification of weld defect

18. lnspection of weld

19. Any other relevant detail

q"

' BIPL (Fabricator)

L4.

15.

16.

x7"

N.A

N.A

N.A

N.A

110'C - 150'C bef€{€-we+dthC

N.A

N.A

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

CL.32.2 of 9595-96, using 82 Class of electrodes of specify

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

Visual and D.P. test.

N.A

I

Page - 7 /2

(

(

{

'Jffiffi:,.'if:iffi

Weld Pass Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

1 Root L.2 200 -220 24 -26 5-6 N.A 1,5 -20 15-18
15 Root L,2 200 -220 24-26 5-6 N.A 15-20 15-18

qt
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r.t it*xllt

APPROVAL BY RDSO
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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 - 1.0429 (SER!ES) "Class - A and

70R Loading and Special ctass loading of 385 Tone "
Construction of proposed ROB and it's approaches in replacement of exiting Ievel
crossing gate no - 2L SPLIE in Suri at Km. 338 of NH - 50 between Kachujora - Suri
Station.
67lW-25O Dated -LO.O2.2O21-
S.S. CIVIL CONSTRUCTTON PVT. LTD. L/4 Nritya Gopal Chatterjee Lane - Ko! - 700037

Name of Work:

LOA Memo No:

Agencv:

Name & address of fabricator

Welding procedure specification No.

7. 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

Bhartia lnfra Projects Ltd

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

BrPL/S|TE/LC - 21 SpL/E/SURr/48M.BSG/WpSS/08

Drg. No. RDSO/B - LO429l6 (Detail - SP3, Section - 9 - 9)
Web Splice Pl. of Bottom Cross Beam MKD - BCB - 3
Web Splice Pl. To Web Pl. of Bottom Cross Beam

25mmTh.Pl. To 25mm Th. Pl.

20mm Fillet weld (All around)
152062-20L1, Gr. E 350 B0 fully killed with normalizing
F.C.A.W
Horizontal

Class : I of lRS 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

COz

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

25MM 25MM

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

WEB SPLICE
PL.

WTB SPLICE
PL.

SECTTON E-E & 99
Page - 8/t
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18. lnspection of weld

19. Any other relevant detail

7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1995, Cl.g IRS 8-2001
cI.17.3 & WBC-2001

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

10.2 Welding sequence and technique
11. Provision of run - on/ Run - off tabs
72. 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
77 " Rectification of weld defect

N.A

N.A

N.A

N,A

Ll.O'C - 150'C beferc+ve+dt'np
N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using 82 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.
Visual and D.P. test.

N.A

(

i

1

(

::.

(

I

t{i,so **"ffi,f?'ffi

Sl*f.ml'i-*"11:i*"'

I

:

N.H./sZEiSum tw.B.

\' : I:*;:\ r': ;'i ;;[i td, ,itrq;ror
E..Rry,/qb €fsE h0 iv*B ror( E R )

lr.astern f,lt3y, Kolkata

^r{41,"*,gJ.
%ffi"**

Page - 8/2

P.$J

Weld Pass Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./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 t5 -20 15 -18

BIPL (Fabricator) APPROVAL BY RDSO
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WELDING PROCEDURE SPECIFICATION SHEET

SITE WELD!NG
2 X 48m CLEAR SPAN eOw SrnlNIG STEEL GIRDER 3 LANE DRG. NO. RDSO/B - LO4zg (SERIES) ,,Ctass - 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 - 2l SPLIE in Suri at Km. 338 of NH - 50 between Kachujora - Suri
Station.
67lW-25O Dated-tO.O2.2021
S.S. CIVIL CONSTRUCTION PVT. LTD. Ll4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name of Work:

LOA Memo No:
Agencv:

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

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

Brpr/srTE/Lc - 21 spL/E/sURt/4SM.BSG/WPSS/O9

Drg. No. RDSO/B -L042916 (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. Pl.

28mm Fillet weld (All around)
lS 2062-2011, Gr. E 350 B0 fully killed with normalizing
F.C.A.W

Horizontal

Class : I of IRS M:46 - 2O2O

Type : Flux Cored MIG Welding filler wire with shield gas

Drying method : N.A

Class : N.A

Type: N.A

Drying method : N.A

COz

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
TOP SPUCE PL.

Page - 9/1
ffDtfio/\tEE&99

{sfiEriarx*;)

2. Weld joint description
3. Base Metal
4. Welding Process

5. Welding Position
6. Welding Consumable
6.L Electrode/Wire

6.2 Flux

6.3 Shielding Gas

7. Base metal preparation

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

2A

do,ffim'F$r"
.3."--kst"":

BIPL(Fabricator) S.S. Civil (Appficy) N.H./SURI/91pbhuUW.B.
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7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1995, Cl.9 tRS 8-2001
c|.17.3 & WBC-2001

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

10.2 Welding sequence and technique
11. Provision of run - on/ Run - off tabs
1,2. Cleaning of weld bead

Before laying of next weld bead
13. Root preparation before

Welding other side of groove weld
1,4. Preheating and interpass temperature
15. Peening
16. Post weld treatment
17. Rectification of weld defect

18. lnspection of weld

19. Any other relevant detail

N.A

110"C - 150'C beferrvreftting
N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using 82 Class of electrodes of specify
IRS M. 28/2020 after conducting D.p test.
Visual and D.P. test.

N.A

N.A

N.A

N.A

I

(

(

( :$L#ffi"-t$'. Page - 9/2

Weld Pass Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

L 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

@*e
BIPL (Fabricator) S.S.

!j ta offi{<*a

APPROVAL BY RDSO
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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 - LO429 (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 - 2L SPLIE in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
67lW-25O Dated-LO.O2.2O2I
S.S. CIVIL CONSTRUCTION PVT. LTD. Ll4 Nritya Gopal Chatterjee Lane - Kot - 700037

Name of Work:

LOA Memo No:

Agencv:

Name & address of fabricator

Welding procedure specifiCation No.

1. Drawing No.

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

BIPL/S|TE/LC - 2l S?L|EISURI/48M.BSG/WPSS/10 '

Drg. No. RDSO/B -1042916 (Section - F - F, G - G, H - H )
Angle Cleat of Bottom Cross Beam MKD - BCB - 1,2,3
Angle Cleat To Web Pl. of Bott. Cross Beam/Web of Bott. Long Beam
Ls. 150X150X18 To 16mm/25mm/25mm Th. Pl.

14mm Fillet weld (All around)
152062-2011, Gr. E 350 B0 for Plate Section & E 250 B0

for Rolled Section fully killed with normalizing
F.C.A.W
Horizontal - Vertical - Overhead

Class : I of IRS M:46 - 2O2O

Type : Flux Cored MIG Welding filler wire with shield gas

Drying method : N.A

Class : N.A

Type: N.A

Drying method : N.A

COz

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

L5. t50Xr50Xl6

Page - 10/1.

E. Rly./Asansol Division APPROVAL BY RDSO

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 arra ngements
of parts, weld groove details,
Weld passes & their sequence etc.)
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7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10. L Welding parameters

As per lS 10178 - 1995, Cl.9 IRS 8-2001
c|.17.3 & WBC-2001

Type DC, Polarity : Reverse

As per lS 7310 (Part 1) - 7974

(

(

(

(

(

18. lnspection of weld

19. Any other relevant detail

10.2 Welding sequence and technique
1.L. 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
L4. Preheating and interpass temperature
15. Peening

16. Post weld treatment
17. Rectification of weld defect

N.A

N.A

N.A

N.A

110'C - 150"C before-*e*ding
N.A

N.A

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

CL.32.2 of 9595-96, using 82 Class of electrodes of specify
IRS M.28/2020 after conducting D.P test.
Visual and D.P. test.

N.A

e'

:.W
PaCe- LO/2

Executive Engineer
Pl.U. R.O B. Vr'est 7-c,,1e-2,
P. !ii. (F(o.:ds) Director-aie.

N.H./SURI/B,rOCX; Efly:/'a6em@in&i$i@i?) APPRovAL BY RDso
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Weld
Pass

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./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



WELDING PROCEDURE SPECIFTCATION SHEET
SITE WELDING

2 X 48m CLEAR SPAN BOW STRING STEEL GTRDER 3 LANE DRG. NO. RDSO/B - LO42g (SERIES) ,,Ctass - A and
70R Loading and Special class loading of 3g5 Tone ,,

Name of Work :

tOA Memo No:

Agencv:

Name & address of fabricator

Welding procedure specification No.

L. 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 a rrangements
of parts, weld groove details,
Weld passes & their sequence etc.)

: Bhartia lnfra Projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal _ 711303

Br pllstTE/Lc - 2 1 SpL/E/SU Rl/48M. BSG/WPSS/I1

Drg. No. RDSO/B - LO429l6 (section - B - B & E - E)
Criss - Cross Frame of Bottom Cross Beam MKD - BCB - !,2,3
ISMC - 150 To Stiffener pl. of Bottom Cross Beam
ISMC - 150 To 12mm Th. pl.

6mm Fillet weld (All around)
152062-201.1, Gr. E 350 B0 fully killed with normalizing
F.C.A.W
Horizontal- Vertical - Overhead

Class : I of IRS M:46 - 2O2O

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

Drying method : N.A
COz

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

tsMC- 150

STI
i 2MM
FFENER
PL.lsMC-150

'sEcnoN B-B&E-E
(stTE wEr-otNG) Page - 1,1,/1

Construction of proposed ROB and it's approaches in replacement of exiting level
crossing gate no - 2L SPLIE in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
67lW-25O Dated -ilO.OZ.ZOZL
S.S. CIVIL CONSTRUCTTON PVT. LTD. Ll4 Nritya Gopal Chatterjee Lane - Kol - 700037

APPROVAL BY RDSO
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7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1995, Cl.9 tRS 8-2001
c|.17.3 & WBC-2001

Type DC, Polarity : Reverse
As per lS 7310 (Part 1) - 1,974

10.2 Welding sequence and technique
Lt. Provision of run - on/ Run - off tabs
L2. Cleaning of weld bead

Before laying of next weld bead
13. Root preparation before

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

lnspection of weld

Any other relevant detail

N.A

110"C - 150"C befe+e.vve'Ei6E
N.A

N.A

By grinding of the defective weld & rectify the weld
per CL. 32.2 of 9595-96, using 82 Class of electrodes
specify IRS M. 28/2O2O after conducting D.p test.

Visual and D.P. test.

N.A

N.A

N.A

N.A

14.
15.

16.

17.

as

of
18.

1'f{

rc
rf

ir
ll
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Weld
Pass

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

L Pass 1.2 200 -220 24 -26 5-6 N.A 15-20 1s-18
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LOA Memo No:
Agencv:

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

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

B ! pLlS|TE/LC - 21 SPL/E/SU R!/48 M.BSG/WPSS/12

Drg. No. RDSO/B - tO4Z9l9 (Joint Details-Elevation _ L!,L2,L3,L4
&Section-N-N)

Hanger Flange Pl. To Bottom Long Beam Web pl.
32 mm Th. To 25 mm Th.

22mm Fillet weld (All around)
152062-207L, Gr. E 350 B0 fully killed with normalizing
F.C.A.W

Vertical- Overhead

Class : I 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
COz

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

JzUT
I{ANGER FLG. PL

25MM
BOTTOU

LONG BE{tt
WEB PL.

WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
2 X 48m CTEAR SPAN BOW STRTNG STEEL GIRDER 3 LANE DRG. NO. RDSO/B - LO Z1 (SER;ES) ,,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 '21SPLIE in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
67lW-25O Dated-LO.O2.ZOZL
S.S. CIVIL CONSTRUCTION PVT. LTD. Ll4 Nritya Gopat Chatterjee Lane - Kol - 700037

-aNr rEr&-s Et-ilAnot ( L r,t2J3,L4 )
(s\EWE-W

\

\
E. Rly,./Asansol Division

tern Railwa4 @!iiria
inre, 6s{i BRL / AsN
! '-- E. RailwaY L- i:n *=rfr"qtlq<T 1r-g aIfi

''- ; l-aa enql-c-d.-d

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

";;LU"i$'tr$i-
1., .'
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7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1995, Cl.g tRS 8-2001
cl.t7.3 & wBC-2001

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

18. lnspection of weld

19. Any other relevant detail

(

(

(

t'

10.2 Welding sequence and technique
11. Provision of run - on/ Run - off tabs
L2. Cleaning of weld bead

Before laying of next weld bead
13. Root preparation before

Welding other side of groove weld
t4. Preheating and interpass temperature
15. Peening
16. Post weld treatment
17. Rectification of weld defect

N.A
N.A

N.A

N.A

110'C - 150"C befe+ewe+dtne
N.A

N.A
By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using 82 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.
Visual and D.P. test.

N.A

/h- -,/(y2'
.-, I: - ""n -.41a

Page - 72/2

APPROVAL BY RDSO
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P.W. (Roads) Directorate

I Division

)J-
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E. RailwaY
l]ETq" 3{fiq.f,I tg driq

q-d ffi qrqr{n-d

Weld Pass Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

1 Root 1,.2 200 -220 24-26 5-6 N.A 15-20 15-18
14 Pass 7.2 200 -220 24-26 5-6 N.A 1,5 - 20 15-18

i3;|.f,jl,d')

W
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U*
N.H./suRl/Birpt+m(w.s.-.-A3lPL (Fabricator) S.S. Civil (Agency)



, WELDING PROCEDURE SPECTFICATION SHEET
SITEWELDIN-

2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDsO/B - LO42g (SER;ES) ,,Class - A and
70R Loading and Special class loading of 3g5 Tone,,

Construction of proposed RoB and it's approaches in reptacement of exiting !eve!
crossing gate no - 2l SPLIE in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
67lw-250 Dated - LO.O2.?:OZL

S.S- CIVIL CONSTRUCTION PVT. LTD. tl4 Nritya Gopal Chatterjee Lane - Kot - 700037

Name of Work :

LOA Memo No:
Agencv:

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.)

-.:J lv ',. 
"\r, 

"
?[0i "

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

Br pLlstTE/LC - 21 SpL/E/SU Rt/48M. BSG/WPSS/13

Drg. No. RDSO/B -10429/9 (Joint Details-Elevation -LL,L2,L3,L4
&Section-N-N,M-M)

Rib Pl. for Hanger & Bottom Long Beam
Rib Pl. To Hanger Web pl/Bottom Long Beam Top Flg. pl.
25 mm Th. To 25 mm/25mm Th.
L8mm Fillet weld (All around)
lS 2062-20!1, Gr. E 350 B0 fully killed with normalizing
F.C.A.W
Horizontal - Vertical

Class : I of IRS M:46 - 2O2O

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

Drying method : N.A
COz

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

n rt
I >,r")^

Civil (A!ency)

. 
25MM

TOP FLG. PL.
(BorroM LoNc BEAM)

E. Rly./Asansol Division

(L

Page - 13/1,rya
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7.2 Joinl preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1,995, Cl.g tRS 8-2001
cl.t7.3 & wBc-2001

Type DC, Polarity : Reverse
As per lS 7310 (Part 1) - 1,974

Weld
PasS

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

L Root 1..2 200 -220 24 -26 5-6 N.A t5 -20 15-18
9 Pass 1..2 200 -220 24 -26 5-6 N.A 1,5 - 20 15-18

1,4.

15.

16.

17.

10.2 Welding sequence and technique
11. Provision of run - on/ Run - off tabs
L2. Cleaning of weld bead

Before laying of next weld bead
13. Root preparation before

Welding other side of groove weld
Preheating and interpass temperature
Peening

Post weld treatment
Rectification of wel{ defect

18. lnspection of weld

19. Any other relevant detail

lo
-,.. -fr\:'

P.t
P.

N.A

N.A

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 82 Class of electrodes of specify
IRS M. 28l2O2O after conducting D.p test.
Visual and D.P. test.

N.A

.tN

Page - !3/2
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I WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
r 2 X 48m CLEAR SPAN BoW STRING STEEL GTRDER 3 LANE DRG. No. RDso/B - LOAzg (sERIEs) ,,Ctass - 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 - 2L SPLIE in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
67lW-25O Dated -LO.O2.2O2L
S.S. CIVIL CONSTRUCTION PW. LTD. Ll4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name of Work:

LOA Memo No:
Agencv:

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

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

B r plls|TE/LC - 2 1 SpL/E/SU Rl/48M. BSG/WpSS/14

Drg. No. RDSO/B - LO4Z9/9 (Elevation of Joint - UL,uZ,u3,U4
&Section-H-H)

Hanger Flange Pl. To Top Arch Web Pl.
32 mm Th. To 32 mm Th.

24mm Fillet weld (All around)
lS2062-2071, Gr. E 350 B0 fully killed with normalizing
F.C.A.W
Horizontal - Vertical

Class : I 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

COz

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

Page - 1.4/1

EEVAndV OF -ONT ( Ut,lzl&t 4 )
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7.1 Joint design details
(Sketch showing arrangements
of parts, weld groove details,
Weld passes & their seguence etc.)
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7.2 Joint preparation

8. Welding current
9, WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1995, Cl.9 tRS 8-2001
cI.17.3 & WBC-2001

Type DC, Polarity : Reverse
As per lS 7310 (part 1) - 1974

(

I

10.2 Welding sequence and technique
1,7. 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
1,4. Preheating and interpass temperature
15, Peening
16. Post weld treatment
17. Rectification of weld defect

18. lnspection of weld

N.A

110'C - 150'C befu.e welding
N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using 82 Class of electrodes of specify
IRS M. 28/2020 after conducting D.p test.
Visual and D.P. test.

N.A

N.A

N.A

N.A

19. Any other relevant detail

Page - t4/2

sc 5@ Eq
{d toa,

Electrode/Wire
Dia.(mm)

Travel
speed

(m/min)

Electrode
stick out

(mm)

-lPL (Fabricator) S. E. Rly./Asansol Division

m.
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SITE WELDING
2 x 48m CLEAR SPAN Bow srRlNG srEEt GTRDER 3 LANi DRG. No. RDso/B - Lo4zg(sERtEs) ,,ctass - A and70R Loading and Special ctass loading of 3g5 Tone ,,

Name of work : construction of proposed RoB and it's approaches in reptacement of exiting levelcrossing gate no - 21 SPL/E in suri at Km. 338 of NH - 60 between Kachujora - suriStation.
67lw-250 Dated-ilO.OZ.}OLL
s's' clvlt coNsrRUcTloN PVT. LTD- L/4 Nritya Gopat chatterjee Lane - Kol - 700037

LOA Memo No:
Agencv:

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

qr

Bhartia lnfra projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal _ 711303

Bt prlstTE/LC - 2 1 SPL/E/SU Rtl48M.BSG/Wpss/ls

Drg. No. RDSO/B -t} lg/g (Elevation of Joint _IJ!,UZ,U3,U4
&Section-H-H,K-K)

Rib Pl. for Hanger & Top Arch
Rib Pl. To Hanger Web pl/Top Arch Bottom Flg. pl.
25 mm Th. To 25 mm/32mm Th.
20mm Fillet weld (All around)
152062-201,1, Gr. E 350 BO fully killed with normalizing
F.C.A.W

Vertical- Overhead

Class : I of IRS M: 46 - 2OZO
Type : Flux Cored MtG Welding filler wire with shield gas
Drying method : N.A
Class : N.A
Type: N.A
Drying method : N.A
COz

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 TIE BEAI/

32MM
BOITOM FLG. PL.

(TOP ARCH)

25 MM
RIB PL.

Page - 15/1,
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7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1995, Cl.9 IRS 8-2001
c1.17.3 & WBC-2001

Type DC, Polarity : Reverse

As per lS 7310 (Part 1) - 1974
1

,i

t.

10.2 Welding sequence and technique
LL. 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. lnspection of weld

19. Any other relevant detail

N.A

N.A

N.A

N.A

110'C - 150"C Ueferc-*,e*l+ag
N.A

N.A

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

CL.32.2 of 9595-96, using 82 Class of electrodes of specify,
IRS M. 28l2O2O after conducting D.P test.
Visual and D.P. test.

N.A

v
Page - 75/2

Weld Pass Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

1 Root 1..2 200 -220 24-26 5-6 N.A 1,5 -20 15-18
12 Pass 7.2 200 -220 24 -26 5-6 N.A 15-20 15-18

BIPL (Fabricator) APPROVAL BY RDSO

':E,\.%ii,4
iliq4yglr' , ;

E. Rlr7./Asansol Division;L
".S S .o*o"r'



2 X 48m CLEAR SPAN

Name of Work:

LOA Memo No:
AEencv:

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 arra ngements
of parts, weld groove details,
Weld passes & their sequence etc.)

tr

Bhartia lnfra Projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal_ 711303

B r 
pLlslTE/LC - 21 SPL/E/SURI/48M. BSG/WPSS/15

Drg. No. RDso/B - to4zg/z (Detairs of Sptice - Erevation sec. H-H)
Web Splice Pl for Top Arch Web pl.
Web Splice Pl. To Web pl of Top Arch
40 mm Th. To 32mm Th.
28mm Fillet weld (All around)
152062-201,1, Gr. E 350 B0 fully killed with normalizing
F.C.A.W

Horizontal - Vertical - Overhead

Class : I of IRS M:46 - 2O2O
Type : Flux Cored MtG Welding filler wire with shield gas
Drying method : N.A
Class : N.A
Type: N.A
Drying method : N.A
COz

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

WELDING PROEEPUBEIPEEIFICATION 5H EET

BOW STRING STEEL GTRDER 3 LANE DRG. NO. RDSO/B - LO42g (SERIES) "CIASS - A ANd
70R Loading and Special class loading of 3g5 Tone,,

construction of proposed RoB and it's approaches in reptacement of exiting levet
crossing gate no - 2l SPLIE in Suri at Km. 338 of NH - 60 between Kachujora - suri
Station.
67lW-25O Dated -LO.OL.2OZL
s's' clvlL coNsTRUcTloN PVT. LTD. L/4 Nritya Gopat Chatterjee Lane - Kol - 700037

,+0MM

WEB SPUCE PL.,

jr

4OMM
SPLICE PL

,*,Q: ,F
"#'ssfl$lt"
s.sn*

ficndv H-H
(sfE,+aN

*

Page - 1.6/1.
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7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10. 1 Welding parameters

As per lS 10178 - 1995, Cl.g tRS 8-2001
c|.17.3 & WBC-2001

Type DC, Polarity : Reverse
As per lS 7310 (part 1) - 1,974

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
Preheating and interpass temperature
Peening

Post weld treatment
Rectification of weld defect

18. lnspection of weld

19. Any other relevant detail

N.A
N.A
N.A

N.A

110"C - 150'C bef€r€nueldrng
N.A
N.A

1,4.

15.

16.

17.

!

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using 82 Class of electrodes of specify
IRS M. 28/2020 after conducting D.p test.
Visualand D.P. test.

N.A

Executive Engineer
P.l.U. R O.!1. West Zone-2,
P. W. (l?oads) Directorate.

Page - 1.6/2

'lPL (Fabricator)
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Travel
speed

(m/min)
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SITE WELDTNG
2 X 48m CLEAR SPAN BoW STRING STEEL GIRDER 3 LANE DRG. No. RDso/B - Lo4zg (SERtEs) ,,Ctass - A and

' Name of Work:

LOA Memo No:
Agencv:

, 
*rr" & address of fabricator

( Welding procedure specification No.

I' 1. Drawing No.

Weld joint description
Base Metal
Welding Process
Welding Position
Welding Consumable
Electrode/Wire

6.2 Flux

6.3 Shielding Gas
7. Base metal preparation

Bhartia lnfra projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal_ 711303

B I pLlSITE/LC - 21 SpL/E/SU R t/48M.BSG/WPSS/I7

Drg. No. RDSO/B - t0429l2 (View F-F & G_G, Sec. H-H)
Top/Bottom Splice pl. for Top Arch Top/Bottom Flg. pl.
Top/Bottom Splice pl. To Top/Bottom Flg. pl. of Top Arch
40 mm/4Omm Th. To 32mm/32mm Th.
28mm Fillet weld (All around)
lS 2062-20L1, Gr. E 350 B0 fully killed with normalizing
F.C.A.W
Horizontal- Overhead

Class : I of IRS M:46 - 2O2O
Type : Flux Cored MtG Welding filler wire with shield gas
Drying method : N.A
Class : N.A

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

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

70R Loading and Special class loading of 3g5 Tone ,,

construction of proposed RoB and it's approaches in reptacement of exiting level
crossing gate no - 2l iPLIE in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
67lW-25O Dated-tO.Oz.zo2L
s'S' CIUL CONSTRUCTION PVT. LTD. L/4 Nritya Gopat Chatterjee Lane - Kol - 700037

2.

3.

4.

5.

6.

6.1

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

\
Asansol Division

*
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7,2 Joint preparation

8. Welding current
9, WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per IS 10178 - 1995, Cl.9 IRS 8-2001
c|.17.3 & WBC-2001

Type DC, Polarity : Reverse
As per lS 7310 (Part 1) - 1.974

(

(

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

Before laying of next weld bead
13. Root preparation before

Welding other side of groove weld
t4. Preheating and interpass temperature
15. Peening
16. Post weld treatment
L7. Rectification of weld defect

18. lnspection of weld

N.A

N.A

N.A

N.A

110"C - 150"C f,efurer*rctdirg
N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-95, using 82 Class of electrodes of specify
IRS M. 28/2020 after conducting D.P test.
Visual and D.P. test.

N.A, 19. Any other relevant detail

(

(

(

(

$ffi Page - t7 /2

Rl/Birbhum/W.B.

()"

""fi:If:gif.f!!,!i"'
P.W. inoaAs) Directorate

Weld Pass Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

1 Root t.2 200 -220 24 -26 5-6 N.A 15-20 15-18
2L Pass !.2 200 -220 24-26 5-6 N.A 15-20 15-18

BIPL (Fabricator) S.S. APPROVAL BY RDSO,

,J+
Civil (Agency) E. Rly./Asansol Division



WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. No. RDso/B - Lo4z9 (sERtEs) "Class - A and

70R Loading and Special class loading of 385 Tone "
Name of Work:

LOA Memo No:
Agencv:

Name & address of fabricator

' W"lding procedure specification No.

I 1. Drawing No.

2. Weld joint description
3. Base Metal
4. Welding Process

5. Welding Position
6. Welding Consumable
6.1 Electrode/Wire

5.2 Flux

6.3 Shielding Gas
7. Base metal preparation

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

B r P L/S |TE/L C - 2t SpL/ E/S U R t/48 M. BSG/WPSS/ 18

Drg. No. RDSO/B - LO429l3 (Details of Splice - Elevation Sec. O-O)
Web Splice Pl for Top Tie Beam Web Pl.

Web Splice Pl. To Web Pl of Top Tie Beam
25 mm Th. To 20mm Th.

18mm Fillet weld (All around)
lS2062-201,1, Gr. E 350 B0 fully killed with normalizing
F.C.A.W

Horizontal - Vertical - Overhead

Class : I of IRS M: 46 - 2O2O

Type : Flux Cored MIG Welding filler wire with shield gas

Drying method : N.A

Class : N.A

Type: N.A

Drying method : N.A

COz

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

(sTEwarr$l
Page - 1.8/1.

Division APPROVAL BY RDSO

Construction of proposed ROB and it's approaches in replacement of exiting tevel
crossing gate no - Zt SPLIE in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
67lW-25O Dated -LO.O2.2O2L
S.S. CIVIL CONSTRUCTION PVT. LTD. tl4 Nritya Gopal Chatterjee Lane - Kol - 700037

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

\
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BIPL (Fabricator) S.S. Civil (Asency) N.H./SUR|/Birbhuzlu\ E. Rly./
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7.2 Joinl preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1995, Cl.g IRS 8-2001
c1.17.3 & WBC-2001

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

i

(

N.A

N.A

N.A

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

Before laying of next weld bead
13. Root preparation before

Welding other side of groove weld
74. Preheating and interpass temperature
1"5. Peening
16. Post weld treatment
17. Rectification of weld defect

N.A

110'C - 150"C bgfglerar€ldiftS-
N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using 82 Class of electrodes of specify
IRS M. 2812020 after conducting D.P test.
Visual and D.P. test.

N.A

18. lnspection of weld

19. Any other relevant detail

Page - 1.8/2

APPROVAL BY RDSO

*"s

E',v:Flj:ffil,*

BIPL (Fabricator)

(

Weld
Pass

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

1 Root 1,.2 200 -220 24-26 5-6 N.A 15-20 15-18
9 Pass L.2 200 -220 24-26 5-6 N.A 15-20 15-18

.,

E(/ff[ilrhqr

RXffi
N.H./SURr/BrrOnu

V i-rsto

E. Rly./Asansol Division



WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING
2 X 48m CLEAR SPAN BOW STRTNG STEEL GIRDER 3 LANE DRG. NO. RDSO/B - LO4Z1 (SER;ES) ,.Class - A and

70R Loading and Specia! class loading of 3g5 Tone,,
Name of Work : Construction of proposed RoB and it's approaches in replacement of exiting tevel

crossing gate no '2t SPL/E in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
67lW-25O Dated -I.O.OL.ZOZI
S.S. CIVIL CONSTRUCTION PVT. LTD.ll4 Nritya Gopal Chatterjee Lane - Kol - 700037

LOA Memo No:
AFencv:

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.)

Bhartia lnfra Projects Ltd
jL-32, Mouza Barunda, Bagnan, Howrah, West Bengal- 711303

Br pLlstTE/LC - 21 SPL/E/SU Rt/48M.BSG/Wpss/ls

Drg. No. RDSO/B -L0429/2 (View M-M & N-N, Sec. O-O)
Top/Bottom Splice Pl. for Top Tie Beam Top/Bottom Flg. pl.
Top/Bottom Splice Pl. To Top/Bottom FIg. pl. of Top Tie Beam
25 mm/Zlmm Th. To 20mm/20mm Th.
L8mm Fillet weld (All around)
152062-20L1, Gr. E 350 B0 fully killed with normalizing
F.C.A.W

Horizontal - Overhead

Class : I 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
COz

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

1'^q"f,:

BOTI. SPLICE PL
srcnd{ o-o

WEW_M_M&N-N
(.sfiErE-ry

Page - L9/t
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3lPL (Fabricator) N.H./SURl/BirbhunyltaLq, E. Rly./Asansot Division
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7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10. 1 Welding parameters

As per lS 10178 - 1995, Cl.9 IRS 8-2001
cl.t7.3 & wBc-2001

Type DC, Polarity : Reverse
As per lS 7310 (Part 1) - L974

18. lnspection of weld

19. Any other relevant detail

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

Before laying of next weld bead
13. Root preparation before

Welding other side of groove weld
1,4. Preheating and interpass temperature
15. Peening

16. Post weld treatment
17. Rectification of weld defect

N.A

N.A

N.A

N.A

110"C - 150'C befe+a*616i6t
N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using 82 Class of electrodes of specify
IRS M. 28l2O2O after conducting D.P test.
Visual and D.P. test.

N.A

4r

H@ Page - t9/2

Weld Pass Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

1 Root 7.2 200 -220 24-26 5-6 N.A 15-20 15-18
10 Pass t.2 200 -220 24 -26 5-6 N.A 15-20 15-18

s
HOw.-71iil;i

v
APPROVAL BY RDSON.H./suRr/B_r^ryn E. Rly./Asansol Division
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2X48m CLEAR SPAN

WELD!NG PROCEDURE SPECIFICATION SHEET
SITE WELDING

BOW STRING STEEL GIRDER 3 LANE DRG. NO. RDSO/B - LO42g (SERIES) "CIASS - A ANd
70R Loading and Special class loading of 3g5 Tone ,,

Construction of proposed ROB and it's approaches in reptacement of exiting tevel
crossing gate no - 2L SPLIE in Suri at Km. 338 of NH - 50 between Kachujora - Suri
Station.
67/W-25O Dated-LO.OZ.2OIL
S.S. CIVIL CONSTRUCTION PVT. LTD. L/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name of Work:

LOA Memo No:
ARencv:

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.)

4\,

Bhartia lnfra Projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal_ 711303

B r pLls rrElL c - 27 Sp L / E/SU R t/48 M. BSG/WpSS/20

Drg. No. RDSO/B -tO4Z9/3 (section - F - F)
Web Pl./Top/aott. Flg. pl. of Top Tie Beam To Hanger Flg. pl.
20 mm/2Omml2Omm Th. To 32mm Th.
18mm Fillet weld (All around)
lS 2062-2011, Gr. E 350 B0 fully killed with normalizing
F.C.A.W
Horizontal - Vertical - Overhead

Class : I of IRS M:46 - 2O2O

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

Type: N.A

Drying method : N.A
COz

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

PaCe - 20/1
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APPROVAL BY RDSO
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7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1995, Cl.g tRS 8-2001
cl.17.3 & WBC-2001

Type DC, Polarity : Reverse
As per lS 7310 (part 1) - 1974

{

I

I

N.A

N.A

N.A

(

(

(

10.2 Welding sequence and technique
11. Provision of run - on/ Run - off tabs
L2. Cleaning of weld bead

Before laying of next weld bead
13. Root preparation before

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

18. lnspection of weld -

19. Any other relevant detail

N.A

110'C - 150"C be+ere-yreHi{
N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL. 32.2 of 9595-96, using 82 Class of electrodes of specify
IRS M. 28/2020 after conducting D.p test.

Visual and D.P. test.

N.A

L4.

15.

16.

17.

w<t
"*,#$$"

Page - 20/2
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Electrode/Wire
Dia.(mm)

Travel
speed

(m/min)

Gas flow
(ltr./min)
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2X 48m CLEAR

Name of Work :

LOA Memo No:
Apencv:

WELDING PROCEDURE SPECIFICATION SHEET
SITE WELDING

SPAN BoW STRING STEEL GIRDER 3 LANE DRG. No. RDso/B - to4zg (sERtEs) ,,Class - A and
70R Loading and Specialclass loading of 385 Tone,,

Construction of proposed ROB and it's approaches in replacement of exiting levet
crossing gate no - 2L SPLIE in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
57lW-25O Dated-tO.O2.2O2t
S.S. CIVIL CONSTRUCTION PVT. LTD. U4 Nritya Gopal Chatterjee Lane - Kot - 700037

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

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

Br pLlsITE/LC - 21 SpL/E/SU R!/48M. BSG/WPSS/21

Drg. No. RDSO/B -L0429/3 (Section - D - D)
Web Pl./Top/Bott. Flg. Pl. of Top Diagonal Tie Beam To Hanger
Flg. Pl./Top Arch Web Pl.

28 mm/28mm/28mm Th. To 32mm/32mm Th.
18mm Fillet weld ( All around )

152062-201L, Gr. E 350 B0 fully killed with normalizing
F.C.A.W

Horizontal - Vertical - Overhead

Class: lof 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
COz

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

(gfElErrs) Paee-27/1

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.)

{I*-^t.S:

#C'I]OND-D

H0w._711303

jlPL (Fabricator) S.S, BY RDSO
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I

(

I

I

18. lnspection of weld

19. Any other relevant detail

7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1995, Cl.g tRS 8-2001
cl.!7.3 & WBC-2001

Type DC, Polarity : Reverse
As per lS 7310 (Part 1) - 1,974

10.2 Welding sequence and technique
17. 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
L4" Preheating and interpass temperature
15. Peening
16. Post weld treatment
17. Rectification of weld defect

N.A

N.A

N.A

N.A

110"C - 150'C befereraleldj{tg
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

i

l

I

1

(

Page - 27/2 
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ExccLlti'.,e [i r gi neer
P.l.U. R.O.B. Werl Zane-2,
P. W. (Roads) Directorate.
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Weld Pass Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

1 Root L.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

(W
BIPL (Fabricator) S.S.
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2 X 48m CLEAR SPAN

Name of Work :

LOA Memo No:
Agencv:

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 arra ngements
of parts, weld groove details,
Weld passes & their sequence etc.)

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

Br pLlstrE/Lc - 21 SPL/E/SURt/48M. BSG/Wpss/22

Drg. No. RDSO/B -10429/3 (Detail_2,Section _ J _J)
Web Pl./Top/Bott. Flg. pl. of Top Diagonal Tie Beam To
Top Tie Beam Web pl.
28 mm/28mm/28mm Th. To 20mm Th.
18mm Fillet weld (All around)
lS 2062-2071, Gr. E 350 B0 fully killed with normalizing
F.C.A.W

Horizontal - Vertical - Overhead

Class : I of tRS M:46 - 2O2O
Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A
Class: N.A
Type: N.A
Drying method : N.A
COz

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

28MM
TOP DIAGONAL

TIE BEAM

2OMM
TOP TIE BFAM

I,,EB PL.

fficnc,,v -J-J
(STEWEfrW)

Page - 22/1

SITE WELDING
BOW STRTNG STEEL GIRDER 3 LANE DRG. NO. RDSO/B - LO42g (SERIES) "CIASS - A ANd

70R Loading and Special class loading of 3g5 Tone ,,

construction of proposed RoB and it's approaches in reptacement of exiting levet
crossing gate no '2L $PLIE in suri at Km, 338 of NH - Go between Kachujora - suriStition.
67lW-250 Dated-tO.Oz.2OZt
s's' clvlL coNsTRUcTloN PW. LTD. t/4 Nritya Gopat Chatterjee Lane - Kol - 700037

\e'%"dt ry
BIPL (Fabricator) s.s. civit({penty) N.H./suRt/BirbhurTK^ E. Rty./Asansol Division AppRovAL By RDSO,
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7.2 Joinl preparation

8. Welding current
9. Weldereualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1995, Cl.9 tRS 8-2001
c1.17.3 & WBC-2001

Type DC, Polarity : Reverse
As per lS 7310 (part 1) - 1974

(

(

(

I

(

(

13.

74.
15.

16.

17.

1,0.2

11,.

72.

Welding sequence and technique
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

N.A

N.A

N.A

N.A

110"C - 150"C ne+ere{retdine
N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-9G, using 82 Class of electrodes of specify
IRS M. 2812020 after conducting D.p test.
Visual and D.P. test.

N.A

(

(

(

(

18. lnspection of weld

19. Any other relevant detail

6,

t:

Page - 22/2
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Executive Engineer
P.l.U. R.O.B. Wes'r Zone-Z,
P. W. (Roads) Directorate.

N.H./suRl/BirbhurgAqq. E. Rty./Asansot Division AppRovAL By RDSO/( XNro-- r /r
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Gas flow
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SITE WELDING
2 X 48m ctEAR SPAN BoW srRlNG STEEL GIRDER 3 LANE DRG. No. RDso/B - Lo zg(sERtES) ,,Class - A orand 70R Loading and Speciat class loading of 3gS Tone ,,

Name of work : construction of proposed RoB and it's ,ppror.h.s in reptacement of exiting levetcrossing gate no - 2l iPLIE in suri at Km. 338 of NH - 60 between Kachujora - suriStation.
67lw-zso Dated-to.oz.zozL
s's' clvlt coNsTRUcTloN PVT. LTD. t/4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

LOA Memo No:
APencv:

2.

3.

4.

5.

6.

6.1

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

: Bhartia lnfra projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah,,West Bengal _71,1,303

Bt pllsITE/LC - 2 I SPL/E/SU Rt/48M. BSG/WPSS/23

Drg. No. RDSO/B - to4zg/3(Section _ D _ D, F- F)
Rib Pl. ToTop/ Bott. Ftg. pl. of Top Tie Beam/Hanger Flg. pl.
25 mm To 20mm/20mm/32mm Th.
18mm Fillet weld (All around)
lS 2062-201,1, Gr. E 350 BO fully killed with normalizing
F.C.A.W
Horizontal- Vertical - Overhead

Class : I of IRS M:46 - 2O2O
Type : Flux Cored MIG Welding filler wire with shield gas
Drying method : N.A
Class : N.A
Type: N.A
Drying method : N.A
COz

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

2OMM
ToP/Borr.

PL. OF
TOP TIE

TOP ARCH
WEB PL.

Page - 23/7
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I 7.2 Joint preparation

8. Welding current
9. Weldereualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1,995, Cl.9 tRS 8_2001
c|.17.3 & WBC-2001

Type DC, polarity: Reverse
As per lS 7310 (part 1) - 7974

N.A

L10'c - 150"C
N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using 82 Ctass of electrodes of specify
IRS M. 28/2020 after conducting D.p test.
Visualand D.p. test.

N.A

N.A

N.A
(

(

(

10.2 Welding sequence and technique
11. Provision of run - on/ Run _ off tabs
1,2. Cleaning of weld bead

Before laying of next weld bead
13. Root preparation before

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

18.

19.

lnspection of weld

Any other relevant detait

I

(

(

i

i
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Gas flow
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SITE WELDING
2 X 48m CLEAR SPAN BOW STRING STEEL GIRDER 3 LANE DRG. No. RDso/B - to4zg (sERtEs) ,,Ctass - A and

Name of Work :

70R Loading and Special class loading of 3g5 Tone,,
Construction of proposed RoB and it's approaches in replacement of exiting teve!
crossing gate no '2LsPLlE in Suriat Km. 338 of NH - 60 between Kachujora - Suri
Station.
67lW-25O Dated-LO.OZ.ZOZL

S'S' CIVIL CONSTRUCTION PW. LTD. LlA Nritya Gopal Chatterjee Lane - Kol - 700037

LOA Memo No:
Agencv:

,\ame & 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.)

'.1..::) : '1.,"

''oL (Fabricator) S.S. Civil (Agency)

Bhartia lnfra Projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal_ 711303

Brpr/sITE/LC - 21 SPL/E/SURt/48M.BSG/WPSS/24

Drg. No. RDSO/B -t042913 (Section - D - D)
Rib Pl. ToTopl Bott. Flg. pl. of Top Dia. Tie Beam/Hanger
Flg. Pt./Top Arch Web pl.
25 mm To 28mm/28mm/32mm /32mmIh.
22mm Fillet weld (All around)
lS2062-2011, Gr. E 350 B0 fully killed with normalizing
F.C.A.W
Vertical - Overhead

Class : I of IRS M: 46 - 2OZO

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

Type: N.A

Drying method : N.A
COz

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

Page - 24/1,
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7.2 Joint preparation

8. Welding current
9. Weldereualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1995, Cl.g tRS 8-2001
c1.17.3 & WBC-2001

Type DC, Polarity : Reverse
As per lS 7310 (part 1) - 1,974

I

10.2 Welding sequence and technique
11. Provision of run - on/ Run - off tabs
1.2. 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
1-7. Rectification of weld defect

18. lnspection of weld

19. Any other relevant detail

N.A

N.A

N.A

N.A

110"C - 150"C bef€,re,v!'e+dinB
N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using 82 Class of electrodes of specify
IRS M. 28/2020 after conducting D.p test.
Visual and D.P. test.

N.A

*sffi,*'
us**

(

(

Page - 24/2
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2 X 48m CLEAR

Name of Work :

LOA Memo No:
Asencv:

Name & address of fabricator

//elding procedure specification No.

1. Drawing No.

2. Weld joint description
3. Base Metal
4. Welding process

5. Welding position

6. Welding Consumable
6.L Electrode/Wire

6.2 Flux

6.3 Shielding Gas

7. Base metal preparation

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

: Bhartia lnfra projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal _ 711303

: BtpL/stTE/LC - 2t SpL/ElSURt/48M.BSG lWpSS/2s

Drg. No. RDSO/B - 10429/4 (Elevation - Joint 10, Sec. J _ J)
web cover Pl. To web pl. of Bott. Long Beam/web pl. of Top Arch
36 mm To 25mm/32mm Th.
22mm Fillet weld (All around)
152062-2071, Gr. E 350 B0 fully killed with normalizing
F.C.A.W

Horizontal -Vertical - Overhead

Class : I of IRS M:46 - 2O2O
Type : Flux Cored MtG Welding filler wire with shield gas
Drying method : N.A
Class : N.A

Type: N.A

Drying method : N.A
Coz

Fusion faces and adjacent surfaces are cleaned ,

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

Page - 25/L

SITE WELDING
SPAN Bow STRING srEEL GIRDER 3 IANE DRG. No. RDso/B - Lo4zg (sERtEs) ,,ctass - A and

70R Loading and Special class loading of 395 Tone,,
Construction of proposed RoB and it's approaches in reptacement of exiting levet
crossing gate no - 21 SPL/E in Suri at Km. 338 of NH - GO between Kachujora - Suri
Station.
67lW-25O Dated -hO.OZ.ZO2L
S'S' CIVIL coNSTRUcTloN PVT. LTD. L/4 Nritya Gopal Chatterjee Lane - Kot - 700037

36MM TH.
CO\trR PL.

fr'

N.H./SURt/Birbhum/W.B.o E.

O*
Rly./Asansol Division APPROVAL BY RDSO

- 25MM
WEB PL.

BOTT. LONG BEAV
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7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1995, Cl.9 tRS 8-2001
c1.77.3 & WBC-2001

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

10.2 Welding sequence and technique
LL. 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
L4. Preheating and interpass temperature
15. Peening

:6. Post weld treatment
17. Rectification of weld defect

i

r8. lnspection of weld

r9. Any other relevant detail

N.A
N.A

N.A

N.A

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 9595-95, using 82 Class of electrodes of specify
IRS M. 2812020 after conducting D.P test.
Visual and D.P. test.

N,A

(

(

(

(

n' , {'(n',<d-,.,

.^rt!,'t'.: 
=*"'"..i} 

t'

' .*n,,6','
'i'^d"
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APPROVAL BY RDSO

Ex'ecutive Engineer
P.l.U. R.O.tl. West Zc:ne-Z,
P. W. (Roads) Directorate.

a\

N.H./SURI/Birbhum/Dt& . E. Rly./Asansol Division

()- .L
5u oe r r nte ndin g E ng ineet' N"H. Circle-ll
P.W. (Roads) Directorate

AEI\/BRL/ASN
E' RailwaY

qEm6 31fM'il ag drf,{
o-,1 *;i 3rrflT{ia

Weld Pass Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

1 Root '7.2 200 -220 24 -26 5-6 N,A 15-20 15-18
L4 Pass 1.2 200 -220 24-26 5-6 N.A 15-20 15-18

P.0.

PL (Fabricator)



SITE WELDING
2 X 48m CLEAR SPAN BoW STRING STEEL GIRDER 3 LANE DRG. No. RDso/B - Lo4zg (sERtEs) ,,Class - A and

Name of Work:

LQA Memo_Ne:
Agencv:

Name & address of fabricator

.Velding 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.)

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

Br pLlstTE/Lc - 21 SPL/E/SU R1/48M. BSG/WPSS/25

Drg. No. RDSO/B - LO429l4 (Sectional Elevation _ Joint [0)
ToplBottom Ftg. pl. of Top Arch (End)
Top/Bottom Flg. pl. To Top Flg. pl. of Bottom long Beam
32 mm/32 Th. To 25mm Th.
22mm Fillet weld (All around)
lS 2062-2011, Gr. E 350 B0 fully killed with normalizing
F.C.A.W
Horizontal -Vertical - Overhead

Class : I of IRS M:46 - 2020
Type : Flux Cored MtG Welding filler wire with shield gas
Drying method : N.A
Class : N.A
Type: N.A

Drying method : N.A
COz

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

70R Loading and Special class loading of 3g5 Tone ,,
Construction of proposed RoB and it's approaches in reptacement of exiting leve!
crossing gate no - 2LsPLlE in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
67lW-25O Dated -to.o2.2o2t
S'S' Clvlt CONSTRUCTION PVT. LTD. L/4 Nritya Gopat Chatterjee Lane - Kol - 700037

32MM
BOTT.FLG.PL.
TOP ARCH

25MM
TOP FLG, PL
BOTT. LONG BEJAM

{V
J,,Slc

SECNON EE/ANON..IOTNT LO
i' .'.. rlL'

:+: - -{to'
,,\cs'

's"-
/* a?'

P.I.U. R.O.B. V

P. W. (Roads) te

!r{ ida 3w{"ffird

Page - 26/1,

32MM
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7 .2 Joint prepa ration

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10. 1 Welding parameters

As per lS 10178 - 1995, Cl.9 tRS 8-200 j.
c|.17.3 & WBC-2001

Type DC, Polarity : Reverse
As per lS 7310 (part 1) - 1.974

(

(

10.2 Welding sequence and technique
LL. 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
1,4. Preheating and interpass temperature
L5. Peening
76. Post weld treatment
17. Rectification of weld defect

N.A

N.A

N.A

N.A

110'C - 150"C [e{errc,*erding
N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using 82 Class of electrodes of specify
IRS M. 28/2020 after conducting D.p test.
Visualand D.P. test.

N.A

18.

19.

lnspection of weld

Any other relevant detail

n'oL (Fabricator) S.S.

(

(

I

I

(

(

(

v
Page - 26/2
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Gas flow
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WE:LDING PROCEDU_BE JpEglfleATtoN sH EEr
stri

2 X 48m CLEAR SPAN BoW STRING STEEL GTRDER 3 LANE DRG. No. RDso/B - Lo4zg(sERtEs) ,,Ctass - A and
70R Loading and Special class loading of 3g5 Tone ,,

Name of work : construction of proposed RoB and it's approaches in reptacement of exiting tevet
crossing gate no - 2L iPL/E in suri at Km. 33g of NH - 60 between Kachujora - suri
Station.

LOA Memo No:
Aqencv:

Name & address of fabricator

Welding procedure specification No.

L. 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.)

u.: {f
T.

6.c-'

h
UA'

S"S. Civil (Agency)

Bhartia lnfra projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal _ 711303

BrpL/stTE/LC - 21 SPL/E/SURt/48M.BSG/Wpss/27

Drg. No. RDso/B - t0429/4 (sectionar Erevation - Joint 10, sec. J-J)
Rib Pl. of Bott. Flg. pr. of Top Arch/Top Frg. pr. of Bott. Long Beam
Rib Pl. To Bott. Flg. pr. of Top Arch/Top Frg. pt. of Bott. ton! aeam
25 mm Th. To 32mm/25mm Th.
22mm Fillet weld (Both side all around)
lS2062-2011, Gr. E 350 B0 fully killed with normalizing
F.C.A.W
Horizontal - Vertical - Overhead

Class : I of IRS M: 46 - ZO2O

Type : Flux Cored MtG Welding filler wire with shield gas t

Drying method : N.A
Class : N.A
Type: N.A
Drying method : N.A
COz

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
BOTT.FLG.PL.
TOP ARCH

25
RIB

ffCflON J-J
(gTEWErre)

Page - 27 /1

67lW-25O Dated -LO.OL.ZOZI
s's' CIVIL CONSTRUCTION PVT. LTD. Ll4 Nritya Gopal Chatterjee Lane - Kot - 700037

MM
PL.

22

25MM
TOP FLG. PL.
BOTT. LONG BEAM
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(

I

(

1.0.2

11.

12.

7.2 Joint preparation

8. Welding current
9. Weldereualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 101,78 - 1995, Ct.g IRS 8_2001
c1.17.3 & WBC-2001

Type DC, Polarity : Reverse
As per lS 7310 (part 1) - 1,974

1

13.

(
74.
15.

16.

17.

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

N.A

N.A

N.A

N.A

110"C - 150'C befnro weldi*
N.A

N.A

By grinding of the defective weld & rectifu the weld as per
CL.32.2 of 9595-96, using 82 Class of electrodes of specify
IRS M. 28/2020 after conducting D.p test.
Visual and D.p. test.

N.A

(

(

18. lnspection of weld

19. Any other relevant detail

Page - 27 /2

Execuiive Engineer
P.l.U. R.C.B. West Zone-Z,
P. W. (Roads) Directorate. \

Dy. Chief Engi:ri:er (IR)
H./SURt/Birbhum/p r Ek$.7ns$rs6t oi^risior,r ', AppRovAL By RDso,/ \1.

,uffi."4n'u' i#rRL / ASN t
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"'PL (Fabricator) S.S.
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2X 48m CLEAR SPAN

Name of Work :

LOA Memo No:
Agencv:

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

2. Weld joint description
3. Base Metal
4. Welding Process
5. Welding Position -
5. 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.)

Bhartia lnfra projects Ltd
JL-32, Mouza Barunda, Bagnan, Howrah, West Bengal_ 711303

B r 
pLlsITE/LC - 2 1 SPL/E/SURr/48M.BSG/WPSS/2S

Drg. No. RDSO/B - L0429/4 (DETAIL - 2)
Cover Pl. of Rib pl. (Bottom)
Cover Pl. To Rib pl.

6 mm Th. To 25mm Th.
6mm Fillet weld (All around)
lS 2062-20L1, Gr. E 350 B0 fully killed with normalizing
F.C.A.W
Horizontal - Vertical

Class : I of IRS M:46 - 2O2O

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

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

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

25MM
RI8 PL.

6MM TH.
COVER PL.

ETATL-2
Page - 28/1,

(stTEvttaDtNc)

wELptNG PROCEpURE SPECIFICAT|oNsHEET
stTE wELDtNG

BOW sTRlNG STEEL GIRDER 3 LANE DRG. NO. RDSO/B _ LO42g (SER!ES) "CIASS - A ANd
70R Loading and Special class loading of 3g5 Tone ,,

construction of proposed RoB and it's approaches in replacement of exiting levet
crossing gate no '21SPLIE in Suri at Km. 338 of NH - 60 between Kachujora - Suri
Station.
67lW-25O Dated - LO.OZ.?:OLL
5's' clvlt coNsTRUcTloN PVT. LTD. L/4 Nritya Gopal Chatterjee Lane - Ko! - 700037

P.l.U. fi..0.i.i. \ny,-.st 7

P. \rl. (Roa,1s) i,ti;,r,;

N.H./SURI/Birbhum/W, E. Rly./Asansol Division APPROVAL BY RDSO
1 'pr-}

E. RaihvaY
-.#.i'ii"irr( arta

gd W 3irqTsrcl

{k.",fl$$..-. ra:.$.+,Fg
1 r\^'r o((6'-5*

How._zi,'ili;

"rPL (Fabricator)
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7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1995, Cl.g tRS 8-2001
c|.17.3 & WBC-2001

Type DC, Polarity : Reverse
As per lS 7310 (part 1) - 1974

Electrode
stick out

(mm)

Gas flow
(ltr./min)

18.

19.

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

Before laying of next weld bead
13. Root preparation before

Welding other side of groove weld
1,4. Preheating and interpass temperature
15. Peening

16. Post weld treatment
77. Rectification of weld defect

N.A

N.A
N.A

N.A

1L0"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 82 Class of electrodes of specify
IRS M. 2812020 after conducting D.p test.
Visual and D.P. test.

N.A

lnspection of weld

Any other relevant detail

ffi Page - 28/2

APPROVAL BY RDSO

"*s. : )al

Executive Engineer
U. R.O.B. West Zone-2,
L.,/ 1l?rl:lr{t\ l.)ir,:'el,^,rrta

H./SURI/Birbhum/W.B. r&
E. RailwaY

rl6lq-n. 3rf,iq.riT T{-g mriq
gl iau qRr-flird

- IPL (Fabricator) S.S.



WELDTNG PROCEDURE SPECIFICATION SHEET

SITE WELDING
2 X 48m CLEAR SPAN BOW STRTNG STEEL GTRDER 3 LANE DRG. NO. RDSO/B - LO429 (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 - 2L SPLIE in Suri at Km. 338 of NH - 60 between Kachujora - Suri

Station.
67lW-25O Dated -!.O.O2.2O2L
S.S. CtVtL CONSTRUCTTON PVT. LTD. tl4 Nritya Gopal Chatterjee Lane - Kol - 700037

Name of Work:

LOA Memo No:

Agencv:

Name & address of fabricator

Welding procedure specification No.

1. Drawing No.

Bhartia lnfra Projects Ltd

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

Brpl/srrE/Lc - 21 sPL/E/SURI/48M.BSG/WPSS/29

Drg. No. RDSO/B - t}429l4 (sectional Elevation - Joint 10, Sec. l-l)

Rib Pl. of Top Flg. Pl. of Top Arch/Top Flg. Pl. of Bott. Long Beam

Rib Pl. 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 allaround)
lS 2062-201,1, Gr. E 350 B0 fully killed with normalizing

F.C.A.W
Horizontal - Vertical

Class : I 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

COz

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
TOP FLG.PL.
TOP ARCH

25MM
RIB PL.

)'$

ffcfw l-t
(ffiw)

Paee - 2911

E, Rly./Asansol Division

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.)

25MM
TOP FLG. PL.
BOTT, LONG BEAM

6Y^",*,#ii
, ,s'.:;{.;n1;"

;o-$''. i-z't l.'Nt) l3'
": 
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APPROVAL BY RDSO

r
N. H./sU Rl/Birbhum/W. B.C.
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7.2 Joint preparation

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

As per lS 10178 - 1995, Cl.9 tRS 8-2001
c|.17.3 & WBC-2001

Type DC, Polarity : Reverse
As per lS 7310 (Part 1) - 1.974

N.A

N.A

N.A

N.A

110"C - 150"C befere-+ne*ding
N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using 82 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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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
L3. Root preparation before

Welding other side of groove weld
74. Preheating and interpass temperature
15. Peening
16. Post weld treatment
L7. Rectification of weld defect

18. lnspection of weld

19. Any other relevant detail

61,
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i -lPL (Fabricator)
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Executive Engineer
P.].U. R.O.B. West Zone-2,
P. W. (Roads) Directorate.

5{erYi:e*diii.iJIi

Page - 29/2

APPROVAL BY RDSO
N. H./SU Rt/Birbh um/W. B. E .Rly,/.A$a nsot pivision

*',r, u)ru,,,,, gl^-r 
/AsN5u2ert.nie,,:u'ilJ.i.jri _ar1 , BRI,

;;Iot,-1it:,1:;ll'.," 
**r1 ffi'S*+mr

Travel
speed

(m/min)

"-5 
tdA



WELDING PROCEDURE SPECIFICATION SHEET

SITE WELDING

2 X 48m CLEAR spAN Bow srRtNG srEEL GTRDER 3 LANE DRG. No. RDSO/B - Lo429 (SERlEs) "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 - ZLSPLIE in Suri at Km. 338 of NH - 60 between Kachujora - Suri

Station.
67lW-2sO Dated -L0.O2.202L
s.s. ctvtL coNsTRUCTtON PVT. LTO. Ll4 Nritya Gopal chatterjee Lane - Kol - 700037

Name of Work :

LOA Memo No:

Agencv:

Name & address of fabricator
I

' w"lding procedure specification No.

1. Drawing No.

2. Weld joint descriPtion
3. Base Metal
4. Welding Process

5. Welding Position

6. Welding Consumable

5.1 Electrode/Wire

6.2 Flux

6.3 Shielding Gas

7. Base metal PreParation

Bhartia lnfra Projects Ltd

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

BrpL/sITE/LC - 21 SPL/E/SURI/48M.BSG/WPSS/30

Drg. No. RDSO/B - LO429l4 (DETAIL - 1)

Cover Pl. of Rib Pl. (ToP)

Cover Pl. To Rib Pl.

6 mm Th. To 25mm Th.

6mm Fillet weld (All around)
lS2062-2011, Gr. E 350 B0 fully killed with normalizing

F.C.A.W
Horizontal - Vertical - Overhead

Class : I 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

COz

Fusion faces and adjacent surfaces are cleaned

and made free from cracks, notches, mill scale,

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

6Mt\,,|
COVER PL.

6

ETAIL- 1

GfiEWE-D[rw)

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

Weld passes & their sequence etc.)

E. Rly./Asansol Division
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7.2 Joint preparation

(

8. Welding current
9. WelderQualification
10. Welding parameters and technique
10.1 Welding parameters

(

10.2 Welding sequence and technique
1,1. 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
Preheating and interpass temperature
Peening
Post weld treatment
Rectification of weld defect

18. lnspection of weld

' 1,g. Any other relevant detail

I

As per lS 10178 - 1995, Cl.9 tRS 8-2001
cI.17.3 & WBC-2001

Type DC, Polarity : Reverse
As per lS 7310 (Part 1) - 1,974

(

(

/.

I

(

(

(

(

I

74.
15.

16.

17.

N.A

N.A

N.A

N.A

110"C - 150"C Ue+ore+re+Utng
N.A

N.A

By grinding of the defective weld & rectify the weld as per
CL.32.2 of 9595-96, using 82 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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Executive Engineer
P.l.U. R.O.ts. West Zone-Z,
P. W. (Roads) Directorate.

r ' 3lPL (Fabricator)
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Weld
Pass

Electrode/Wire
Dia.(mm)

Current
(Amps)

Arc
Voltage
(Volt)

Wire
feed

speed
(m/min)

Travel
speed

(m/min)

Electrode
stick out

(mm)

Gas flow
(ltr./min)

L Pass 1..2 200 -220 24 -26 5-6 N.A 1.5 -20 15-18

H0w.-711303

s.s.

lo.
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