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o~ WELDING PROCEDURE SPECIFICATION SHEET
INDEX
S.No. Joint Description Drg. No. W.P.S.S. No. Page
- Mark
1). | Bottom Long Beam Top Plate RDSO/B-10430/1 | PCC/42.00/BOW/NHAL | 01/68-
I’y (25 mm thick M.S. Plate) with & RDSO/B- /01 02/68
Side Plate (25 mm thick M.S. 10430/5
) Plate)
5 2). | Bottom Long Beam Top & RDSO/B-10430/1 | PCC/42.00/BOW/NHAI | 03/68-
Bottom Plate (25 mm thick M.S. | - & RDSOQ/B- 102 04/68
-~ Plate) with Side Plate (25 mm 10430/3
thick M.S. Plate)
™ 3). | Hanger Box Top & Bottom Plate | RDSO/B-10430/1 | PCC/42.00/BOW/NHAI | 05/68-
(28 mm thick M.S. Plate) with & RDSO/B- /03 06/68
™ Side Plate (25 mm thick M.S. 10430/9
P Plate)
4). | Arch Beam Bottom Plate (28 RDSO/B-10430/1 | PCC/42.00/BOW/NHAIL | 07/68-
~ mm thick M.S. Plate) with Side & RDSO/B- /04 08/68
Plate (28 mm thick M.S. Plate) 10430/2
™ 5). | Arch Beam Top & Bottom Plate | RDSO/B-10430/1 | PCC/42.00/BOW/NHAI | 09/68-
(28 mm thick M.S. Plate) with & RDSO/B- 105 10/68
-~ Side Plate (28 mm thick M.S. 10430/2
Plate)
~ 6). | Int. Bottom Cross Beam RDSO/B-10430/1 | PCC/42.00/BOW/NHAI | 11/68-
{Shipping Mark:BCB1/BCB2} & RDSO/B- /06 12/68
& Web Plate (16 mm thick M.S. | 10430/6
= Plate) with Top Flange Plate (25 |
mm thick Plate) Bottom Flange
- (28 mm thick Plate)
7). | Int. Bottom Cross Beam RDSO/B-10430/1 | PCC/42.00/BOW/NHAI | 13/68-
& {Shipping Mark:BCB1/BCB2} & RDSO/B- /07 14/68
Stiffener Plate (12 mm thick 10430/6
™ M.S. Plate) with Web Plate (16
= mm thick M.S. Plate)
- 8). | Int. Bottom Cross Beam RDSO/B-10430/1 | PCC/42.00/BOW/NHAI | 15/68-
-~ {Shipping Mark:BCB1/BCB2} & RDSO/B- /08 16/68
Cross Frame Channel (ISMC- 10430/6
~ 150) with Stiffener Plate (12 mm ST T T Mt /8 - 11
thick M.S. Plate) l?;%qe,. |
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- WELDING PROCEDURE SPECIFICATION SHEET
- 9). | Int. Bottom Cross Beam RDSO/B-10430/1 | PCC/42.00/BOW/NHAI | 17/68-
-~ {BCB1/BCB2} Top Flange & RDSO/B- /09 18/68
Cover Plate (32 mm thick Plate), 10430/6
~ Web Cover Plate (16 mm thick
Plate) & Bottom Flange Cover
~ Plate (45 mm thick Plate) with
. Int. Cross Beam.
‘ 10). | End Bottom Cross Beam RDSO/B-10430/1 | PCC/42.00/BOW/NHAI | 19/68-
s {Shipping Mark:BCB3} Top & & RDSO/B- /10 20/68
Bottom Plate (36 mm thick M.S. 10430/6
-~ Plate) with Side Plate (25 mm
thick M.S. Plate)
& 11). | End Bottom Cross Beam RDSO/B-10430/1 | PCC/42.00/BOW/NHAI | 21/68-
_ {BCB3} Top Flange Cover Plate & RDSO/B- /11 22/68
' (45 mm thick Plate), Web Cover 10430/6
~ Plate (25 mm thick Plate) &
Bottom Flange Cover Plate (45
~ mm thick Plate) with Int. Cross
Beam.
™ 12). | Top Tie Beam, Top & Bottom RDSO/B-10430/1 | PCC/42.00/BOW/NHAI | 23/68-
_ Plate (20 mm thick M.S. Plate) & RDSO/B- 12 24/68
with Side Plates (20 mm thick 10430/3
o~ M.S. Plate)
13). | Top Lateral Bracing Beam, Top | RDSQ/B-10430/1 | PCC/42.00/BOW/NHAI | 25/68-
~ & Bottom Plate (25 mm thick & RDSO/B- /13 26/68
M.S. Plate) with Side Plates (25 10430/3
& mm thick M.S. Plates)
- 14). | Top Tie Beam Joint, Cover Plate | RDSO/B-10430/3 | PCC/42.00/BOW/NHAI | 27/68-
(25 mm thick M.S. Plate) with /14 28/68
- Top & Side Plates
15). | Hanger with Arch Beam, Side RDSO/B-10430/9 | PCC/42.00/BOW/NHAI | 29/68-
- Plate (28 mm thick M.S. Plate) /15 30/68
with Arch Beam Side Plate (28
® mm thick M.S. Plate)
o 16). | Stiffener Plate (25 mm thick RDSO/B-10430/9 | PCC/42.00/BOW/NHAI | 31/68-
M.S. Plate) with Hanger (25 mm /16 32/68
~ thick M.S. Plate) & Arch Beam
] (28 mm thick M.S. Plate)
= 17). | Hanger with Bottom Long RDSO/B-10430/9 /NHAI | 33/68-
Beam, Side Plate (28 mm thick }4)’68
& M.S. Plate) with Bottom Long (N.C o PN (ggi/ams=) -1
- Beam side plate (25 mm thick B Dv. Chief Engineer (Sridge/Line)
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~ WELDING PROCEDURE SPECIFICATION SHEET
18). | Stiffener Plate (25 mm thick RDSO/B-10430/9 | PCC/42.00/BOW/NHAI | 35/68-
- M.S. Plate) with Hanger (25 mm /18 36/68
thick M.S. Plate) & Bottom
~ Long Beam (25 mm thick M.S.
Plate) i
& 19). | Diaphragm Plate (16 mm thick RDSO/B-10430/9 | PCC/42.00/BOW/NHAI | 37/68-
_ M. S. Plate ) with Hanger { /19 38/68
20). | Jointat LO, Cover Plate (32 mm | RDSO/B-10430/4 | PCC/42.00/BOW/NHAI | 39/68-
~ thick M.S. Plate) with Bottom | /20 40/68
Long Beam & Arch Beam
i 21). | Stiffener Plate (25 mm thick | RDSO/B-10430/6 | PCC/42.00/BOW/NHAI | 41/68-
_ M.S. Plate) with Bottom Cross /21 42/68
Beam & Bottom Long Beam
-~ 22). | Diaphragm Plate (20 mm thick RDSO/B-10430/2 | PCC/42.00/BOW/NHAI | 43/48-
M. S. Plate ) with Arch Beam 22 44/68
-~ 23). | Diaphragm Plate {Shipping RDSO/B-10430/5 | PCC/42.00/BOW/NHAI | 45/68-
Mark: DP1 & DP2} (16 mm & /123 46/68
F 20 mm thick M. S. Plate resp.)
- with Bottom Long Beam
24). | Diaphragm Plate (10 mm thick RDSO/B-10430/3 | PCC/42.00/BOW/NHAI | 47/68-
- M. S. Plate ) with Top Tie Beam 124 48/68
25). | Diaphragm Plate (10 mm thick RDSO/B-10430/3 | PCC/42.00/BOW/NHAI | 49/68-
~ M. S. Plate ) with Top Lateral /125 50/68
Bracing Beam
i 26). | Bottom Cross Beam Angle Cleat | RDSO/B-10430/6 | PCC/42.00/BOW/NHAI | 51/68-
== (L150X150X18) with Bottom 126 52/68
Long Beam Side Plate (25 mm
~ thick M.S. Plate)
27). | Stiffener Plate (25 mm thick RDSO/B-10430/4 | PCC/42.00/BOW/NHAI | 53/68-
~ M.S. Plate) with Arch Beam & 127 54/68
Bottom Long Beam o
™ 28). | Bottom Long Beam Joint, Cover | RDSO/B-10430/5 | PCC/42.00/BOW/NHAI | 55/68-
. Plate (32 mm thick M.S. Plate) /28 56/68
with Top & Side Plates
~ 29). | Arc Beam Joint, Cover Plate (36 | RDSO/B-10430/2 | PCC/42.00/BOW/NHAI | 57/68-
mm thick M.S. Plate) with Top /29 58/68
& & Side Plates
30). | Top Tie Beam with Arc Beam & | RDSO/B-10430/3 | PCC/42.00/BOW/NHAI | 59/68-
& . _Hanger /30 60/68
. « [vB8Y)” | Tap Lateral Bracing Beam with | RDSO/B-10430/3 | PCC/42.00/BOW/NHAI | 61/68-
° (('\gﬁ"-’f‘f“ TopTic Beam & Arc Beam. /31 62/68
~ B2 | Stiffdirer Plate (25 mm thick RDSO/B-10430/3 :
Cﬁo it OV MLS. Plate) with Top Tie Beam, P  iing
L Top Lateral Braging Beam & D Cum Supg ‘ .
Arch Beam. ﬁa‘%"f - "‘WD NH Circle goas, ..~ “F‘W aRe ""Hﬁ- \”?T
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A 33). | Stud Shear Connector on Top RDSO/B-10430/6 | PCC/42.00/BOW/NHAI | 65/68-
- Flanges of Bottom Cross Beam 133 66/68
34). | TACK Weld All relevant PCC/42.00/BOW/NHAI | 67/68-
~ drawings on the 134 68/68
above
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series 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
parts, Weld groove details,
weld passes & their sequence,
etc.)
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"eT " pWD NH Circle, Jodhpur

Dy. Chief Engineer :_Bnr:fgm"’-_iﬂe;‘-jy mm—>

North Western Railway,Jaipur

: Punia Construction Company

Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.

: PCC/42.00/BOW/NHAI/01

: RDSO/B-10430/1 & RDSO/B-10430/5.

Bottom Long Beam, Top Plate (25 mm thick M.S.
Plate) with Side Plates (25 mm thick M.S. Plate).

¢ Fillet (10 mm)

: Plates IS: 2062-2011, E-350 Gr. B0,
: FCAW

. Horizontal

: Flux Cored Welding wire, Class 1 of IRS: M-46/20,

Grade E71T-12 as per IS/AWS Spec.: A5.20/A5.20M:
2005 (R2015).

Type: Flux Cored Wire

Drying Method: N.A.

N.A.

C02

: Fusion faces ard adjacent surfaces are cleaned, made

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

etc. which may affect weld quality.

Hoato fero / 'é‘ﬂ'ﬁ; ad WTQ

Vitx '

750 mm
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1000 mm
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WELDING PROCEDURE SPECIFICATION SHEET
~ 7.2). Joint Preparation : AsperIS: 4353-1995 & WBC-2001
& 8). Welding Current : Type: DC, Polarity: Reverse
= 9). Welder qualification : AsperIS: 7310 (Part-1) & 817
! 10). Welding parameters & techniques :
s 10.1) Welding parameters
~ Weld | Electrode/Wire | Current Arc Wire feed | Travel | Electrode | Gas flow
pass dia. inmm) | (in Amp.) | voltage | speed (in speed (in | stick out | (1/min.)
& No. (involt) | m/min.) | m/min.) | (in mm)
a | 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
’ 2 1.2 220-300 | 26-31 | 5.0-5.5 | 0.20-0.25 10 15-22
3 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
3 10.2) Welding sequence & techniques : N.A.
. 11). Provision of run on/run off tabs : N.A.
12). Cleaning of weld bead before laying of next weld bead : Yes
~ 13). Root preparation before welding other side of groove weld : NLA.
14). Pre-heating & interpass temperature : IDO"C -150°C
-~ 15). Peening s
16). Post weld treatment : N A

Py 17). Rectification of weld defect
n (If Any)

& 18). Inspection of weld

-~ 19). Any other relevant detail

& ' |
t.'f?. m "":m [Liie
-~ ik f%'. s
(":g\n
Y o oo T Wi % 12391 [ T =
o~ 2 I Pa & G TR, R.I—? __'”"E‘ 22;’;_:]
~ -1
s Chie Ifet \ 4 LH‘IE}——H
— ,_? Tidom 'J__,_‘,.I'}:?I -G{W

Vi/e .atem r\dliway,Jaapur

\' s
BN FI ‘"|\1 _‘_r,/ACD G’

: By grinding of the defective weld & rectlfying the
weld as per C1.32.2 of 1$:9595-96, using B2 class of
electrodes of specification IRS M-28/20 after
conducting D.P. Test.

: Visual, D.P. Test.

None

Prepared by: Punia Coristructloﬁ‘Cc:mpany
Signature: ,‘ b 0 \
Designation: \ \
Date: c

(For and on behalﬂ@:Liabh’cafgi‘) /‘ /

1
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series 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
parts, Weld groove details,
weld passes & their sequence,
etc.)
03
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Dy. Chief Engmec:‘ ( J dge
JTR UiggH &g, '
MNorth Western Railway,Jaipur

: Punia Construction Company

Mangali Kutiya, § KM Stone on Tosham Road, Hisar.

: PCC/42.00/BOW/NHA1/02

: RDSO/B-10430/1 & RDSQ/B-10430/5.

Bottom Long Beam, Top & Bottom Plate (25 mm thick
M.S. Plate) with Side Plates (25 mm thick M.S. Plate).

. Fillet (8 mm)

: Plates IS: 2062-2011, E-350 Gr. BO,
: S.ALW.

: Flat inclined at 45°

: Class: W2 of IRS M-39-2020

Type: Copper coated mild steel wire
Drying Method: N.A.

¢ Class: F2 of IRS M-39-2020

Type: Agglomerated
Drying Method: 250°C for one hour before use
OR As recommended by manufacturer

: N.A.

¢ Fusion faces and adjacent surfaces are cleaned, made

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

1000 mm

208/726
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WELDING PROCEDURE SPECIF ICATION SHEET
- 7.2). Joint Preparation : Asper IS: 4353-1995 & WBC-2001
= 8). Welding Current : Type: DC, Polarity: Reverse
& 9). Welder qualification : AsperIS: 7310 (Part-1) & 817
10). Welding parameters&: techniques:
) 10.1) Welding parameters
Electrode/Wire Arc Wire Welding | Electrode
~ dia. (in mm) voltage feed speed (in | stick out
(in volt) | speed (in [ m/min.) (in mm)
™ m/min.)
A 10.2) Welding sequence &techniques Welding from run on to run off tabs at the free ends,
) )
i 4 F 2
P “, qa.' w!
mﬂ%ﬂcmm&c
~ 1 3 try of Raitway!
> (., Lueh
& L1). Provision of run on/run off tabs
= 12). Cleaning of weld bead before laying of next weld bead ¢ N.A.
13). Root preparation before welding other side of groove weld : N.A,
- 14). Pre-heating & Interpass temperature ; I¢'O°C -150°C
16). Peening : NAG
- 17). Post weld treatment : N.A.
18). Rectification of weld defect : By grinding of the defective weld & rectifying the
& (If Any) weld as per C1.32.2 of IS: 9595-96, using B2 class
of electrodes of specification IRS M-28/20 after
& conducting D.P. Test.
- 19). Inspection of weld : Visual, D.P. Test & Macro Etching, _ o1
20). Any other relevant deta L ﬂ@a /Qféim
z __ B JAY | ; Gﬂﬂg!

i nArERa
A (NG, Sharmi )

q Enginnef

: caperints
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PWD NH Circie, JOUDE
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series 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
parts, Weld groove details,
weld passes & their sequence,
etc.)

'S8ar, Delpi.q 10022

. Punia Construction Company
Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.

: PCC/42.00/BOW/NHAI/03

: RDSO/B-10430/1 & RDSO/B-10430/9.
Hanger Box, Top & Bottom Plate (28 mm thick M.S.
Plate) with Side Plates (25 mm thick M.S. Plate).

: Fillet (10 mm)

. Plates IS: 2062-2011, E-350 Gr. BO,

: SAW.

: Flat inclined at 45° C/g

: Class: W2 of IRS M-39-2020
Type: Copper coated mild steel wire
Drying Method: N.A. -
+ Class: F2of RS M-39-2020 ~ Wo3o 3E0/
Type: Agglomerated BBH, Vo o uf allwiys
Drying Method: 250°C for one hour‘before use.. - JRD.S 0., Luckna
OR As recommehded by manufacturer

O/E,‘T@rﬁ'wo

g
nfficeM&G

N.A.

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

28 mm
l TEAM LEADER
[ [‘r GDRPL - SGL

Cre.
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current

9). Welder qualification
10). Welding parameters& techniques:
10.1) Welding parameters

: As per IS: 4353-1995 & WBC-2001

: Type: DC, Polarity: Reverse

: Asper IS: 7310 (Part-1) & 817

Weld | Electrode/Wire | Current Arc Wire Welding | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) | voltage feed speed (in | stick out | ( 1/min.)
(in volt) | speed (in m/min.) | (in mm)
m/min.)
1 4.00 550-600 28-32 1.5-1.8 | 0.50-0.60 20 N.A.

10.2) Welding sequence &techniques

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

J 2 weare 21fEo /€, T i

o
coh OfficeriM&C

| 2 TeAR LEADER
[L GDRPL-SGL
11). Provision of run on/run off tabs ¢ Yes
12). Cleaning of weld bead before laying of next weld bead : N.A.
13). Root preparation before welding other side of groove weld : N.A.

14). Pre-heating & Interpass temperature
16). Peening
17). Post weld treatment
18). Rectification of weld defect
(If Any)

19). Inspection of weld
20). Any other relevant detail "\ - ‘V

: 100°C -150°C
: N.A.
N.A.

¢ By grinding of the defective weld & rectifying the
weld as per C1.32.2 of IS: 9595-96, using B2 class
of electrodes of specification [RS M-28/20 after
conducting D.P. Test.

: \;’\]121!1121, D.P. Test & Macro Etching, AEA [aféas
Far aad Y, Suy
Prepared by: Punia Qpn‘é_frﬁ_éfiﬁ’ft@pmpany.
Signature: (G o\
Designation: \'e

date: | € ey ; .J
=12 (Eghand on behalf of fabriditdr)
25 L .5 ~

/;:a‘c"/' \.-'_.E',_:J.\ \ & —R/
: -'F-"_gntrf;:-'lf""l" _} \:-'l;__:"';___'..\ ]
(N.C. Sharma
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WELDING PROCEDURE SPECIFICATION SHEET

~ Name & Address of fabricator
Welding Procedure Specification No.
- 1). Drawing Series 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
A 7).Base Metal Preparation

7.1). Joint design details
~ (Sketch showing arrangements
parts, Weld groove details,

@ weld passes & their sequence,
. etc.)
- '—‘-—J
B9 qET S (77
—~ X i b ""7”]_7'
D_‘r’ CHJ A EnJH eer 4 E{”—J
\-.:T‘-'hr_r 'C"ha"? ‘)—_Jj \_
: M Ve
ﬁ - ¥
puo

$9)-11

stern R: J:Iway Jauou;-

¢ Punia Construction Company

Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.

: PCC/42.00/BOW/NHAI/04

: RDSO/B-10430/1 & RDSO/B-10430/2.

Arch Beam, Bottom Plate (28 mm thick M.S. Plate)
with Side Plates (28 mm thick M.S. Plate).

: Fillet (10 mm)

: Plates IS: 2062-2011, E-350 Gr. B0,
: FCAW

: Horizontal

¢ Flux Cored Welding wire, Class 1 of IRS: M-46/20,

Grade E71T-12 as per ISAWS Spec.: A5.20/A5.20M:
2005 (R2015).

Type: Flux Cored Wire

Drying Method: N.A.

N.A.

CO2

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

el
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1000 mm
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TE LEADER
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750 mm S
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WELDING PROCEDURE SPECIFICATION SHEET
~ 7.2). Joint Preparation : As per IS: 4353-1995 & WBC-2001
& 8). Welding Current : Type: DC, Polarity: Reverse
. 9). Welder qualification : AsperIS: 7310 (Part-1) & 817

10). Welding parameters & techniques
10.1) Welding parameters

Weld | Electrode/Wire | Current Arc Wire feed | Travel | Electrode | Gas flow
pass dia. inmm) | (in Amp.) | voltage | speed (in | speed (in | stick out (1/min.)
No. (involt) | m/min.) | m/min.) | (in mm)
1 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
2 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
34 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
) 10.2) Welding sequence & techniques : N.A.
. 11). Provision of run on/run off tabs : NLA.
12). Cleaning of weld bead before laying of next weld bead : Yes
= 13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature : 1f0°C -150°C
~ 15). Peening : NA.
16). Post weld treatment : N.A.
a 17). Rectification of weld defect : By grinding of the defective weld & rectlfymg the
(If Any) weld as per C1.32.2 of 18:9595-96, using B2 class of
A electrodes of specification IRS M-28/20 after C‘
s conducting D.P. Test.
18). Inspection of weld : Visual, D.P. Test. g, T
_ . a0 / efgm&
19). Any other relevant detail None SO seafﬁ {Q{ WS
pfﬁ’;t «m\*‘ & Ou LUCRI
~ Prepared by: Punia chsmnén Com;lnany
™ S <Suonse , Signature: 2OV S\,
6[' ﬁ‘_-'-"j_ *VIHIY (Ust/amds) - 11 Designation: ‘,”\._"_'_/' \
- Dy. Chief =nginger (Bridge/|. ing).11 Date: .-'( Au 18]
UTR Uiy Yoy SIYY (For and on behacl Fofﬁbncato;ﬂ
~ / North Westerg Railway,. Jafpur
R o9 A
&7 S N ENGING £ s
i ' PWD NH Circle, Jounipu
~ K
Amﬂﬁﬁ ; ! | ﬂ,’.ﬁ '
,—esﬂ'z i%’ = A
' DER
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator : Punia Construction Company
Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.

Welding Procedure Specification No, - PCC;’42.00;’BOWKNHAU05

1). Drawing Series No. : RDSO/B-10430/1 & RDSO/B-10430/2
Arch Beam, Top & Bottom Plate (28 mm thick M.S.
Plate) with Side Plates (28 mm thick M.S. Plate).

2). Weld Joint Description : Fillet (8 mm)

3). Base Metal ¢ Plates IS: 2062-201 1, E-350 Gr. BO,
4). Welding Process P SAW.

5). Welding Position ¢ Flat inclined at 45°

6). Welding Consumable :

6.1). Electrode Wire i Class: W2 of IRS M-3 9-2020

Type: Copper coated mild steel wire
Drying Method: N.A.
6.2). Flux ¢ Class: F2 of IRS M-39-2020
Type: Agglomerated
Drying Method: 250°C for one hour before use

OR As recommended by manufacturer
6.3). Shielding Gas : N.A.

7).Base Metal Preparation : Fusion faces and adjacent surfaces are cleaned, made

free from cracks, notches, mil] scale, grease, paint,

rust, etc. which may affect weld quality,
7.1). Joint design details

(Sketch showing arrangements
parts, Weld groove details,
weld passes& their sequence,

etc.)
{N.C @W

»
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Dy. Chief Engineer (Bridge /Line)-1I
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P - WELDING PROCEDURE SPECIF ICATION SHEET
~ 7.2). Joint Preparation © As per IS: 4353-1995 & WBC-2001
™ 8). Welding Current : Type: DC, Polarity: Reverse
a 9). Welder qualification * As per IS: 7310 (Part- )& 817
_ 10). Welding parameters& techniques:
' 10.1) Welding parameters
Electrode/Wire Wire Welding | Electrode
~ dia. (in mm) feed speed (in | stick out
speed (in

10.2) Welding Sequence &techniques - Welding from run on to run off tabs at the free ends,
’Ir—-—————}

-~ 4 2

T

43 ]
- T LY
"?Tﬁ"j:o ?ll v..f."'\ﬁ Oﬁr‘d%“h )
= st T :‘—";‘::-E-"-v" ) y GE ﬁa""ll\fﬂ-;’;:’.:-‘v'

) ":"'_':‘3'35“3‘0 <O Lucknow

Ao WY e
M I 1 Hﬂ . qo@_,;g:ﬂo‘-ao, TG/
-~ L1). Provision of run on/run off tah s T

¢ XNes
2 12). Cleaning of weld bead before laying of next weld bead : N.A.
13). Root preparation before welding other side of groove weld : N.A.
P 14). Pre-heating & Interpass temperature : 1P0°C -350°C
16). Peening : N.A.
~ L7). Post weld treatment : NA.
18). Rectification of weld defect : By grinding of the defective weld & rectifying the
. (If Any) weld as per C1.32.2 of IS: 9595-96, using B2 class
of electrodes of specification RS M-28/20 after
conducting D.P. Test.
- 19). Inspection of weld - Visual, D.P. Test & Macro Btching,  (N.C. Shaniza)
20). Any other relevant detail * None D Cum Superintendjra Ergin |
~ TN Cirgle. e
] : b“"’_\:_’,{ Prepared by: Punja (;Qnsfﬁdb‘ﬁpn@ompanyf '
; Signature: /e O \
s Designation: /o7 %\
Gum L'._\ Divis Date: [E( Auth. ".r::_:l'l
PWD N For and on behalf'of fabicitor) ) ),
A R AS NN o
TLIN \ S
e NN \\"' 4 w |
; > i o S 3% T —
AR IR mﬁg&’@%&mm KAUSHII v rﬁ"f"a" il
R I e (@FE) /Sr. Dy Ganeral Manager (Mech)) '__-_,l'\ A=Y
ey sifds s RiTES LIMITED\ 7, xhﬁf.‘—\fi)//
(R4 VIR =1 Wk /A Govt, of India Enterprise "‘Lz:;:,__g_;_,//’

¥oIT WY, 1291 T, ©-2/ 12th Floor, Scopa Minar Core-2
Al TR, feh-110022 /Laxmii Nagar, Delhi-110022

ST T FORE (der/amd=) - 1

L3
- Dy. Chief Engineer (Bridge /Line).
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WELDING PROCEDURE SPECIFICATION SHEET

~ Name & Address of fabricator ¢ Punia Construction Company
Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.
Welding Procedure Specification No, - PCC/42.00/BOW/NHAL/06
1). Drawing Series No. : RDSO/B-10430/1 & RDSO/B-10430/6
A Int. Bottom Cross Beam {Shipping Mark: BCB1/
-~ BCB2}, Web Plate (16 mm thick M_S, Plate) with Top
Flange Plate (25 mm thick M.S. Plate) & Bottom Plate
~ (28 mm thick M.S. Plate)
2). Weld Joint Description : Fillet (10 mm)
P 3). Base Metal . Plates IS: 2062-2011, E-350 Gr. B0, Beam E250B0
= 4). Welding Process : SLAW.
' 5). Welding Position : Flat inclined at 45°
. 6). Welding Consumable :
6.1). Electrode Wire : Class: W2 of IRS M-39-2020

Type: Copper coated mild steel wire
Drying Method: N.A.

~ 6.2). Flux i Class: F2 of IRS M-39-2020

Type: Agglomerated

2 Drying Method: 250°C for one hour before use
F_\ OR As recommended by manufacturer
6.3). Shielding Gas : N.A.
e 7).Base Metal Preparation . Fusion faces and adjacent surfaces are cleaned, made
free from cracks, notches, mill scale, grease, paint,

rust, etc. which may affect weld quality.

7.1). Joint design details : C ng
& (Sketch showing arrangements ~»
parts, Weld groove details,
weld passes& their sequence,

) a0 /91T

gg e
a etc.) 400 mm RoBO 2 cantoh Officer!

M&C

.5 hyays
alry t {uCKnOW
,A\ZW
S T2 IR (/g -1y
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WELDING PROCEDURE SPECIFICATION SHEET
~ 7.2). Joint Preparation . As per IS: 4353-1995 & WBC-2001
& 8). Welding Current : Type: DC, Polarity: Reverse
A 9). Welder qualification . As per IS: 7310 (Part-1) & 817
_ 10). Welding parameters& techniques:
' 10.1) Welding parameters

Weld | Electrode/Wire | Current Arc Wire Welding | Electrode | Gas flow

~ pass dia. (inmm) | (in Amp.) | voltage feed speed (in | stick out (1/min.)
(involt) | speed (in | m/min.) (in mm)

& m/min.)
= 1 4.00 550-600 | 28-32 l 1.5-1.8 ] 0.40-0.45 20 N.A.
& 10.2) Welding sequence &techniques - Welding from run on to run off tabs at the free ends.
~ 4 ' ' 2

= THIO

- ARG His] m@ @
'__IJ_LA\ ‘7303?0 ﬁi *{:_h 'Oﬁ',{;e{ﬁx!‘:&c
pssit. TE2 0 nistry Of Railway®

Y 11). Provision of run on/run off tabs s
= 12). Cleaning of weld bead before laying of next weld bead
13). Root preparation before welding other side of groove weld : N.A.
- 14). Pre-heating & Interpass temperature : 1@0°C -750°C
16). Peening 1 N.A.
- 17). Post weld treatment : N.A.
18). Rectification of weld defect : By grinding of the defective weld & rectifying the
& (If Any) weld as per C1.32.2 of 1S: 9595-96, using B2 class
of electrodes of specification IRS M-28/20 after
5 conducting D.P. Test. _
. 19). Inspection of weld . Visual, D.P. Test & Macro Etching. ~ {N.C, rma)
20). Any other relevant detail T None B Cits Bimarissartons £

Ul = o i Prepared by: Punia Constriiction Company.
WD N Signature; /e 0.\
4 Designation: / A 5
Date: / e |
5 =(For and on behalf of fabricator) /=7 /

R
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator : Punia Construction Company
Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.

Welding Procedure Specification No.  : PCC/42.00/BOW/NHAT/07

1). Drawing Series No. : RDS0/B-10430/1 & RDSO/B-10430/6
Int. Bottom Cross Beam (BCB1/BCB2), Stiffener
Plate (12 mm thick M.S. Plate) with Web Plates (16 mm
thick M.S. Plate).

2). Weld Joint Description : Fillet (8 mm)

3). Base Metal : Plates IS; 2062-2011, E-350 Gr. B0,

4). Welding Process : FCAW

5). Welding Position : Horizontal

6). Welding Consumable :

6.1). Electrode Wire . Flux Cored Welding wire, Class 1 of IRS: M-46/20,
Grade E71T-12 as per IS/AWS Spec.: A5.20/A5.20M:
2005 (R2015).

Type: Flux Cored Wire
Drying Method: N.A.

6.2). Flux : N.A.
6.3). Shielding Gas : CO2
7).Base Metal Preparation . Fusion faces and adjacent surfaces are cleaned, made

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

218/726

7.1). Joint design details :
(Sketch showing arrangements
parts, Weld groove details, ‘\‘1'73"0 _?Tﬁoqf ?{i fice .,w &\,
weld passes & their sequence, REss s
ete.) ka_q |
TS
663 mm S N [~.8 mm
(863 mm at Mid) IR L8 mm
12 mm thick Stlffener < 3 : 3 (N.{: Sh: ’bl__,_
/ I | _Yepcu o C: Shanma)
UM Slineeis .
[ | 28 mm
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current

9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

: As per IS: 4353-1995 & WBC-2001

: Type: DC, Polarity: Reverse
: AsperIS: 7310 (Part-1) & 817

Weld | Electrode/Wire | Current Arc Wire feed | Travel | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) | voltage | speed (in | speed (in | stick out [ (1/min.)
No. (in volt) | m/min.) | m/min.) | (in mm)
1 Jr 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
10.2) Welding sequence & techniques : N.A.
11). Pravision of run on/run off tabs : NA.
12). Cleaning of weld bead before laying of next weld bead » Yes
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature : ]I\?O"C -)/50"(3
15). Peening : N.A
16). Post weld treatment : N.A.

17). Rectification of weld defect
(If Any)

18). Inspection of weld
19). Any other relevant detail

: By grinding of the defective weld & rectlfymg the
weld as per Cl1.32.2 of IS:9595-96, using B2 class of
electrodes of specification [RS M-28/20 after
conducting D.P. Test.

: Visual, D.P. Test.

None

Enterprise)

r Core-2

1hi-110022

Date:
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Prepared by: Punia Consiﬁictro Cnmpany
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series 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
parts, Weld groove details,
weld passes & their sequence,
etc.)

Crpss Frame Cham:léi
ISMC-150

Curm ""_'

P\N\J WA

\ v\lbkum‘r <~ ol

: Punia Construction Company

Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.

: PCC/42.00/BOW/NHAL/08

: RDSO/B-10430/1 & RDSO/B-10430/6

Int. Bottom Cross Beam (BCB1/BCB2), Cross Frame
Channel (ISMC-150) with Stiffener Plate (12 mm thick
M.S. Plate)

. Fillet (6 mm)
: Plates IS: 2062-2011, E-350 Gr. B0 & Channel IS:

2062-2011 E-250 BO

. FCAW
. Overhead (Welding at Bridge Site)

. Flux Cored Welding wire, Class 1 of IRS: M-46/20,

Grade E71T-12 as per [IS/AWS Spec.: A5.20/A5.20M:
2005 (R2015).

Type: Flux Cored Wire

Drying Method: N.A.

N.A.

CO2

. Fusion faces and adjacent surfaces are cleaned, made

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

—
ﬂo?ﬂo 3{1'-‘:70/ Py -l??r\nsac

|l¢400mm | | Assit. Rese8T. . ;

3 25 mm 57D

/m "ES LIMITED 3 ®_
/ A Govt. of India Enterprise)
-2 / 12th Floer, Scope Minar Corg-2
TS T, Pq—w'"r— coa'?/Lu‘,.*m Magar, Delhi-110082
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation . As per IS: 4353-1995 & WBC-2001
8). Welding Current : Type: DC, Polarity: Reverse
9). Welder qualification : AsperIS: 7310 (Part-1) & 817

10). Welding parameters & techniques
10.1) Welding parameters

Weld | Electrode/Wire | Current Arc Wire feed | Travel | Electrode | Gas flow
pass dia. inmm) | (in Amp.) | voltage | speed (in | speed (in | stick out | (1/min.)
No. (involt) | m/min.) | m/min.) | (in mm)

1& e 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
10.2) Welding sequence & techniques : N.A
11). Provision of run on/run off tabs : N.A.
12). Cleaning of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature : 100°C -}50°C
15). Peening : N.A.
16). Post weld treatment : N.A.
17). Rectification of weld defect : By grinding of the defective weld & rectifying the
(If Any) weld as per C1.32.2 0f 1S:9595-96, using B2 class of

electrodes of specification IRS M-28/20 after

conducting D.P. Test.
18). Inspection of weld . Visual, D.P. Test.
19). Any other relevant detail : None

Prepared by: Punia ConsmwtromCompany.
/ X

Signature:
Designation:
Date:

P : and on behalf of fabricato
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series 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
parts, Weld groove details,
weld passes& their sequence etc.)

¢ N.A.
: CO2
: Fusion faces and adjacent surfaces are: cleaneafma, e irv of Raitway

: Punia Construction Company

Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.

: PCC/42.00/BOW/NHAI/09

: RDSO/B-10430/6.

Int. Cross Beam (BCB1/BCB2) Joint, Top Flange
Cover Plate (32 mm thick M.S. Plate), Web Cover Plate
(16 mm thick M.S. Plate) & Bottom Flange Cover
Plates (45 mm thick M.S. Plate) with Int. Cross Beam.

: Fillet (14 mm)

: Plates IS: 2062-2011, E-350 Gr. B0,

: FCAW

: Horizontal-Vertical (Welding at Bridge Site)

. Flux Cored Welding wire, Class 1 of IRS: M-46/20,

Grade E71T-12 as per IS/AWS Spec.: A5.20/A5.20M:
2005 (R2015).

Type: Flux Cored Wire

Drying Method: N.A.

Cog

Hodto ffo /&g TE XHTo

eqear g ffibe,iM?C

14 mm
r32 mm thicmﬁé Eéq‘; /qﬁaa
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current

9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

. As per IS: 4353-1995 & WBC-2001

: Type: DC, Polarity: Reverse
: AsperIS: 7310 (Part-1) & 817

223/726

Weld | Electrode/Wire | Current Arc Wire feed | Travel | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) | voltage | speed (in | speed (in | stick out | (1/min.)
No. (in volt) | m/min.) | m/min.) (in mm)
1 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
2 12 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
3 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
10.2) Welding sequence & techniques : N.A.
11). Provision of run on/run off tabs ¢ NA,
12). Cleaning of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld : N.A.

14). Pre-heating & interpass temperature
15). Peening
16). Post weld treatment
17). Rectification of weld defect
(If Any)

18). Inspection of weld
19). Any other relevant detail

PD Cum Superints

Y gEy gonfAy ("mwh)
Dy. Ci F:rnget ndqe/Lne) I
VIR givgy *‘u STIYY

‘'orth Western Ra;Iway,Ja:pur

Gt

{E.g C.¢ Sharma) kﬂ‘
_.—w-ngin:‘lﬂf \ 7% :

190°C -150°C

: N.A.

: By grinding of the defective weld & rectifying the
weld as per C1.32.2 of 1S:9595-96, using B2 class of
electrodes of specification IRS M-28/20 after
conducting D.P. Test.

: Visual, D.P. Test.

None

CN

Prepared by: Punia Eons{/rj.lgﬂ&u‘f (Sompany

Signature: ‘*-‘;

Designation: /- _-"r' Auth. C l

Date: \3\ Sign ,l ’/
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator : Punia Construction Company
Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.

Welding Procedure Specification No.  : PCC/42.00/BOW/NHAT/10

1). Drawing Series No. : RDSO/B-10430/1 & RDSO/B-10430/6

Bottom Cross Beam {Shipping Mark: BCB3}, Top &
Bottom Plate (36 mm thick M.S. Plate) with Side Plate
(25 mm thick M.S. Plate)

2). Weld Joint Description : Fillet (16 mm)

3). Base Metal : Plates IS: 2062-2011, E-350 Gr. B0,

4). Welding Process : S.AAW. )

5). Welding Position : Flat inclined at 45° g:/\-{

6). Welding Consumable y

6.1). Electrode Wire : Class: W2 of IRS M-39-2020
Type: Copper coated mild steel wire A )
Drying Method: N.A. &:?3?0 o / Hig TH T

6.2). Flux . Class: F2 of IRS M-39-2020 i Mgy C

VET WIS

Type: Agglomerated ot i i
Drying Method: 150°C for one hou:r before use

OR As recommended by manufacturer
6.3). Shielding Gas : N.A.

7).Base Metal Preparation :  Fusion faces and adjacent surfaces are cleaned, made
free from cracks, notches, mill scale, grease, paint,

rust, etc. which may affect weld quality.
7.1). Joint design details

(Sketch showing arrangements
parts, Weld groove details,
weld passes& their sequence,
etc.) 36 mm

—_ l T LEADER

{N.C. Sharma)
PD Cum Superint tending Enginner

PWE NH Circle,

663 mm
(863 mm MID Span)

127 2/ 12th Floor, Scop
frii—-110082 / Laxmi Nagar, Del

(ge/eme) -1
Dy. Ch'.f Engineer (Bridge /Line)-1
TR gi¥em Y, umgz
North Western Railway,Jaipur

11"‘ud2
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WELDING PROCEDURE SPECIFICATION SHEET
~ 7.2). Joint Preparation . As per IS: 4353-1995 & WBC-2001
& 8). Welding Current : Type: DC, Polarity: Reverse
™ 9). Welder qualification . Asper IS: 7310 (Part-1) & 817
- 10). Welding parameters& techniques:
' 10.1) Welding parameters
Weld | Electrode/Wire | Current Arc Wire Welding | Electrode | Gas flow
~ pass dia. (inmm) | (in Amp.) | voltage feed speed (in | stickout | (1/min.)
= (in volt) | speed (in | m/min.) | (in mm)
' m/min.)
5 1 4.00 550-600 28-32 1.5-1.8 | 0.45-0.55 20 N.A.
o 2 4.00 550-600 28-32 1.5-1.8 | 0.45-0.55 20 N.A.
a 10.2) Welding sequence &techniques : Welding from run on to run off tabs at the free ends. Q‘{
- 8 4 2 6 TT6aT0 H@Tn/ﬂ-ﬁg -q—q- we
£ 55t mezearch Of fficerM&C
Py Ministry of Railways
3 e SRD.S 0., Lucke 3Y
- ' ?
" TEAM LEADER
~ 5 1 3 7 GDRPL-5GL
™ 11). Provision of run on/run off tabs : Yés
_ 12). Cleaning of weld bead before laying of next weld bead : N.A.
13). Root preparation before welding other side of groove weld : N.A.
P 14). Pre-heating & Interpass temperature : 1§0°C -950°C
16). Peening : N.A.
~ 17). Post weld treatment 1 N.A.
18). Rectification of weld defect . By grinding of the defective weld & rectifying the
~ (If Any) weld as per C1.32.2 of IS: 9595-96, using B2 class
of electrodes of specification IRS M-28/20 a
) conducting D.P. Test. 4 g Fofr (/e 1) -11
- 19). Inspection of weld . Visual, D.P. Test & Macro Etcliipghif Engineer (Bridge /Line)-II
20). Any other relevant detail None SR Of¥ed Y@, SAg
e _ Norlh Western Railway, Jaipur
- _MCL Lk‘\_/” Prepared by: Punia C,eﬁshﬁicﬁmn\Cs{{lpany
" |- "D CL i¥ .‘..l a . ‘E-‘h Slgnature /[_‘ Ay~ 2\
Jy Cum Ex Ln.t ‘TD. Engines l_ Designation: { @/ Auth. \C \1
- g0 PWD NH Division Flarrr‘.;-;r Date: Sign. !. 4
(For and on behalf QF lcator} / ]
~ ,@%W RAUSHIK /70 Py xS a@@/

7 < s (B} /6r. Dy. Generel Manages (Mech)
/nrr._s L.h\ﬁlTED
,rpri } A7

(N C. Shai'rria}
PD Cum Superintending Enginner
PWE NH Circle, Jornur
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WELDING PROCEDURE SPECIFICATION SHEET
Name & Address of fabricator : Punia Construction Company
Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.
Welding Procedure Specification No.  : PCC/42.00/BOW/NHAI/11
1). Drawing Series No. : RDSO/B-10430/6.
End Cross Beam (BCB3) Joint, Top Flange
Cover Plate (45 mm thick M.S. Plate), Web Cover Plate
(25 mm thick M.S. Plate) & Bottom Flange Cover
Plates (45 mm thick M.S. Plate) with End Cross Beam.
2). Weld Joint Description . Fillet (20 mm)
3). Base Metal . Plates IS: 2062-2011, E-350 Gr. B0,
4). Welding Process : FCAW
5). Welding Position - Horizontal-Vertical (Welding at Bridge Site)
6). Welding Consumable :
6.1). Electrode Wire . Flux Cored Welding wire, Class 1 of IRS: M-46/20,
Grade E71T-12 as per IS/AWS Spec.: A5.20/A5.20M:
2005 (R2015).
Type: Flux Cored Wire
Drying Method: N.A. .
6.2). Flux : Nrii\ . Foato o /aTg T4 THI®
.,, ’ i % ’ Necit Togeqr ch C‘fficerﬂ\ﬂ&c
6.3). Shielding Gas : €O2 e Fa et GRS
7).Base Metal Preparation . Fusion faces and adjacent surfaces are cleane&,' ma&_e;_..)ﬁ 3 ekt o
free from cracks, notches, mill scale, gréase; pamt tust,
7.1). Joint design details
(Sketch showing arrangements
parts, Weld groove details,
weld passes& their sequence etc.)
20 mm mg
r45 mmaﬂzclg%overmqe Eﬂaﬂ!
l!l!“’l!(f:.ﬂHI'H!,!JNJ!!JHIJ.HH”I!JH AR IRINiN] !1
(N.C. Sharma) 3 1
um Supei 1g Enginne \ I \
. L N 3 "
WD NH Circie, Joanpd 3 | \
End Cross Bgam _ ¢ P t “AM LEADER
] % ~-_'-_é’:[ u\n I T‘*{cﬂ_":ﬂ i 'l'/§ : ; 'JDRPL-SGL‘
.Ch '~t Engme» r \i idge/Line)-2 3 : | )
L R Yo, TR iy P i
M g 12 Ja;pu r; 7y “uu TIT TITTITF T TaoeT
‘I}’ orth Western Rail ,

'JWD Ni - Dlvr ion Barmer

over Plate
(25 mm thick)

-21‘1”?:1/ A
4

<ol ':":.FL‘ naoei

.
tive E \gineer (' \q TR, 1;—1 ud, Bl

(;'-'ﬂ R, o

—1400 '2/L=‘(n" i\.e."‘:.; D-

Bottom Flange Cover

110002 N @ 7

\_h20mm

Plate (45 mm thick)
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WELDING PROCEDURE SPECIFICATION SHEET
- 7.2). Joint Preparation : AsperIS: 4353-1995 & WBC-2001
~ 8). Welding Current : Type: DC, Polarity: Reverse
9). Welder qualification : AsperIS: 7310 (Part-1) & 817
™ 10). Welding parameters & techniques :
10.1) Welding parameters
o Weld Electrode/Wire | Current Arc Wire feed | Travel Electrode | Gas flow
pass dia. (inmm) | (in Amp.) | voltage | speed (in | speed (in | stickout | (1/min.)
~ No. (involt) | m/min.) | m/min,) | (in mm)
a 1 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
& 2 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
- 3 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
4 L2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
) 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
P 10.2) Welding sequence & techniques : NLA.
-~ 11). Provision of run on/run off tabs : N.A C o
12). Cleaning of weld bead before laying of next weld bead : Yes : o
- 13). Root preparation before welding other side of groove weld : N.A. @eﬂ & o
14). Pre-heating & interpass temperature . 100°¢ /—ﬁ?@&%@i‘z’@@“‘“
& 15). Peening ol e @,e?"(“.) ._\%m“ 50"\'
16). Post weld treatment AOT \N‘;ﬁ e I?vo
& 17). Rectification of weld defect : By grinding of the defective weld’ mh%g@%e
= (If Any) weld as per C1.32.2 of 15:9595-96, lﬁ@iﬁ B2 class of
electrodes of specification [RS 120 after
~ conducting D.P. Test.
18). Inspection of weld : Visual, D.P. Test.
- 19). Any other relevant detail None
i F=F Sl A
'Q‘SVL/ Prepared by: Punia ﬁ‘ }Lﬁ o e
™ i Signature: &\
ﬁ"-‘nC. ¥arma) Designation: | ‘ Auth. \O!
~ UM Superintondinn =~ . Date: | 5\ |
WD i =Y ENgi (For and on bchalf DF Eabncator)
DR PN
g i) ‘.'lOr'} _:-,
- s
‘%3:}/'
_ 22\| Page 22
i ;.UM’L\_” /’-
™ ."Lu'-n e gyl (t rﬂf—rv:ﬂ i
PWD NH Division E Dy. - Chief Engineer (Bridge /Line)-Il

GT{W%’“H‘?EI TGN

North Western Railway,Jaipur
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WELDING PROCEDURE SPECIFICATION SHEET

—~ Name & Address of fabricator : Punia Construction Company
Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.
Welding Procedure Specification No.  : PCC/42.00/BOW/NHAI/12
1). Drawing Series No. : RDSO/B-10430/1 & RDSO/B-10430/3
™ Top Tie Beam, Top & Bottom Plate (20 mm thick M.S.
e Plate) with Side Plates (20 mm thick M.S. Plate)
2). Weld Joint Description : Fillet (8 mm)
~ 3). Base Metal : Plates IS: 2062-2011, E-350 Gr. BO,
4). Welding Process : S.AW.
& 5). Welding Position : Flat inclined at 45°
6). Welding Consumable 3
FA 6.1). Electrode Wire : Class: W2 of IRS M-39-2020
= Type: Copper coated mild steel wiggo3'© _
Drying Method: N.A. 5\«.;,;\‘,&
- 6.2). Flux ¢ Class: F2 of IRS M-39-2020 WY g
Type: Agglomerated ﬁ(,:f@‘f‘”u”
~ Drying Method: 250°C for one hour before use
OR As recommended by manufacturer
i@ 6.3). Shielding Gas : N.A.
. 7).Base Metal Preparation . Fusion faces and adjacent surfaces are cleaned, made
free from cracks, notches, mill scale, grease, paint,
~ rust, etc. which may affect weld quality.
7.1). Joint design details :
~ (Sketch showing arrangements
parts, Weld groove details,
- weld passes& their sequence,
e etc.)

o~ V| T
a oY ey IR ‘
- TY A 5N ¥ (qa/emss) -1
Dy. Chief Engineer (Bridge/Line)-II T LEADE:‘
- SR uivem Yo, TR GDRPL - SGL
| ‘LU gErth Western Railway,Jaipur ¥ \| _ y
—~ Project Manager
Cum Exeutive Engineer
~ PWD NH Division B amoer

(i‘l‘r . i,-’AC""f. cslr‘..:._
23 I Pa ge Wi -2/ 1ath Floer, §
& wel R, fewell—110002 /Laxmi Nag
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current

9). Welder qualification
10). Welding parameters& techniques:
10.1) Welding parameters

: Asper IS: 4353-1995 & WBC-2001
: Type: DC, Polarity: Reverse

: AsperIS: 7310 (Part-1) & 817

Weld | Electrode/Wire | Current Arc Wire Welding | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) | voltage feed speed (in | stickout | (1/min.)
(involt) | speed (in | m/min.) | (in mm)
m/min.)
1 ,]/ 4.00 550-600 28-32 1.5-1.8 | 0.50-0.60 20 N.A.

10.2) Welding sequence &techniques

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

/|
4 2 C J{
WHosto Sif¥re /oMy Ta T
\Asst.t. Research Officer/M&QC
1 3 E"F?I HATET / Ministry of Railways
X y SloSioRToHo, T /R.D.S 0., Lucknow
11). Provision of run on/run off tabs : Yes
12). Cleaning of weld bead before laying of next weld bead : N.A
13). Root preparation before welding other side of groove weld : NA.
14). Pre-heating & Interpass temperature : @O" -150° /( \A
16). Peening : NA. .
17). Post weld treatment AR

18). Rectification of weld defect
(If Any)

19). Inspection of weld
20). Any other relevant detail

oLy Done

: By grinding of the defective weld mtﬁﬁﬁg‘t@a' e
weld as per C1.32.2 of IS: 9595-96, using B2 class
of electrodes of specification IRS M-28/20 after
conducting D.P. Test.

: Visual, D.P. Test & Macro Etching.

Prepared by: Pumacanstmgtm ompany.
Yo\

Barmer Signature: i N2 \
Designation: ' Auth. \O)
Date: = Sign. /12 ]
(For and on behalf;df‘fg\lficatgrf S/

N 14 <+ I

4 3. Dy, Gaetoral Manager (Mechild,” /
5 S/ RITES LIMITEM®Y 4"" el S
2 & & T W /A Govt of India Enterpridey. Contract / -
ity Vit ¥R, 1231 T, B1-2/ vlh Floor, Soope Minar Core@ - b\ /)
Sharma) asll TR, Resl-1100 ima%j;::-.:-ncacz\j_: S~ z
(N ICU \-:.H-_._‘!.-J’

Cum Superintending ENGTRT gy megr <R (g - TeAN LEADER
PWD NH Circle, Jounpu Dy. Chief Engineer (Bridge /Line)-1II GDRPL_-SGL

TR 9RuH YEE, IR
North Western Railway,Jaipur
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e WELDING PROCEDURE SPECIFICATION SHEET
~ Name & Address of fabricator : Punia Construction Company
o, Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.
e Welding Procedure Specification No, : PCC/42.00/BOW/NHAI/14
= 1). Drawing Series No. : RDSO/B-10430/3.
Top Tie Beam Joint, Cover Plate (25 mm thick

2). Weld Joint Description
& 3). Base Metal
4). Welding Process
5). Welding Position
6). Welding Consumable

M.S. Plate) with Top Tie Beam Top & Side Plates

: Fillet (18 mm)

: Plates IS: 2062-2011, E-350 Gr. BO,

: FCAW

: Horizontal-Vertical (Welding at Bridge Site)

6.1). Electrode Wire ¢ Flux Cored Welding wire, Class 1 of IRS: M-46/20,
- Grade E71T-12 as per IS/AWS Spec.: A5.20/A5.20M:
2005 (R2015).
-~ Type: Flux Cored Wire
Drying Method: N.A.
~ 6.2). Flux ! N.A.
_ 6.3). Shielding Gas Al 6
' 7).Base Metal Preparation : Fusion faces and adjacent surfaces are cleaned, made
- free from cracks, notches, mill scale, grease, paint, rust,
7.1). Joint design details C
-~ (Sketch showing arrangements o310 arp
parts, Weld groove details, Assty, ,%ho (
~ weld passes& their sequence, ¥ Yy, TCH ficer/ie
HoGorrow, -7 Ministr, .. M&EC
etc.) 00w, Y Of Rl
~ CURIRARE w8
18 mim - Uckn
& [—25 mm thick Cover Plate
& l!!!.if.?r!’!’;!i’#.“’l!!!,!fl!l’! f}!lfflJ!lJ“’?!l’li’t}!fl’)!i’”’ln‘l!ll_
;Il\\\l\ll\'ﬂlllll\i\li 'ni\nnnfnunu\lun\l ‘ aa
| 9 phttenee e
] l 3
A Top Tie Beam —_— 1 f = § %
_~ N ’ S
= : } M LEADEF
\ll;\li ‘lIIlIIlIi\‘IIIlI\liIIil“ A anll-m
o~ (ﬁ @ ‘Eﬁ"urnruunuu T auu:y\urnuunnnruuru
RT e 1R ATNSHRUMAR Kay \5 onstiucs>
- SR 91 TS (1h) /5 Dy, General Manager () ; = \?
£ Eew fEl 7 RITES LiMiT ; [-=( Auth.
N 27 I Hane i ,/Nsﬁtc Ind \_:'_\ f;':;;‘i. ~ |
agl v, fewwh) elhi-110092 . 4
sy, F \&~7Y)
—~ Project Manager ST gy Fifake ( T - 11 s o
Cum Exsutive Engineer Ty ya) DY Chief Engineer (igr.;dgeJ‘Linem_H
S PWD NH Division Barmer £ ribeyyinf SUTY o UTIYY )
_ PD Cum Supern North Weste Railv :
'] w . m an‘way,Ja,pUr
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L WELDING PROCEDURE SPEC]FICATION SHEET
= 7.2). Joint Preparation ¢ AsperIS: 4353-1995 & WBC-2001
~ 8). 1‘(K‘!‘Jeldmg CUIu’l;ent VT W' D lnw it
f
o
= ) Jw qUALLLI 61'1 : ASperIS:TSIO(ParFI)&SW
10). Welding parameters & techniques :
_ 10.1) Welding parameters
- Electrode/Wire Current Arc Wire feed Travel | Electrode
(in Amp.) voltage | speed (in | speed (in | stick out
& (in volt) m/min.) m/min.) | (in mm)
& -“ 220-300 | 2631 5.0-55 |0.20-0.25 “ 15-22
| 220300 | 2631 | 5055 |020:055 10
“ 220-300 | 26-31 50-55 [0.20-0.25 “ 15-22
220-300 | 2631 | 5055 [020.035
X 10.2) Welding sequence & techniques : NA.
— 11). Provision of run on/run off tabs ¢ N.A.
12). Cleaning of weld bead before laying of next weld bead : Yes
- I3). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature : 1p0°C -150°C
™ I5). Peening : N.A.
16). Post weld treatment : N.A.
™ 17). Rectification of weld defect : By grinding of the defective weld & rectifying the
= (If Any) weld as per C1.32.2 0f 1S:9595-96, using B2 class of ,J”(
electrodes of specification IRS M-28/20 after
-~ conducting D.P. Test. Wogro R
18). Inspection of weld D Yisual NP Teit
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% / (g of Arch Beam

project Ma anager ST F’F % "'T'/P“

PWD NH Division Bﬂrm(? e

FUBA T Zai Q‘&a—é“ ’ 4 2 i ,ILine)-1i

A2 ai2a# ?

WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator : Punia Construction Company
Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.

Welding Procedure Specification No.  : PCC/42.00/BOW/NHAI/15

1). Drawing Series No. : RDSO/B-10430/9.
Hanger with Arch Beam, Side Plate (28mm thick M.S.
Plate) with Arch Beam Side Plate (28 mm thick M.S.

Plate).
2). Weld Joint Description . Fillet (24 mm)
3). Base Metal : Plates IS: 2062-2011, E-350 Gr. B0,  wogre a1feo / TF T
4). Welding Process : FCAW Assit, F’meafrh Ofncer!’\ﬂ&(
5). Welding Position : Overhead (Welding at Bridge Site) ¥ I/ Minister of Raib
6). Welding Consumable 3 HodoHicHe, TETT /i
6.1). Electrode Wire : Flux Cored Welding wire, Class 1 of IRS M-46f20
Grade E71T-12 as per IS/AWS Spec.: A5.20/A5.20M:
2005 (R2015).
Type: Flux Cored Wire
Drying Method: N.A.
6.2). Flux : N.A.
6.3). Shielding Gas .5 CO2
7).Base Metal Preparation . Fusion faces and adjacent surfaces are cleaned, made

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

etc. which may affect weld quality.
7.1). Joint design details

(Sketch showing arrangements /
parts, Weld groove details,
weld passes& their sequence, ¢ of Hanger TEAIVI LEADER
etc.) GDRPL - sel

(N.C. Mafm)

PD Cum Supeiin
D\\,‘u ':G"': C‘ A, W

11.“””’1/

-} s (1
Exeutive Enmneﬂr« /51 B Cegfbeet?

' KAJQH’I(

udl X ?f_\m
29| Page ‘““T”f“mﬂw/u

Dy Chﬂﬁ Englf‘B 1 IL"al J

ufFas Xad, SR

North Western Railway,Jaipur
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current

9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

. As per IS: 4353-1995 & WBC-2001

: Type: DC, Polarity: Reverse
: AsperIS: 7310 (Part-1) & 817

Weld | Electrode/Wire | Current Arc Wire feed | Travel | Electrode | Gas flow
pass dia. Gnmm) | (in Amp.) | voltage | speed (in | speed (in | stick out | (1/min.)
No. (involt) | m/min.) | m/min.) | (inmm)
1 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
2 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
3 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
4 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
5} 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
10.2) Welding sequence & techniques : NLA.
11). Provision of run on/run off tabs : NAA.
12). Cleaning of weld bead before laying of next weld bead 1 Yes

13). Root preparation before welding other side of groove weld

14). Pre-heating & interpass temperature
15). Peening
16). Post weld treatment
17). Rectification of weld defect
(If Any)

18). Inspection of weld
19). Any other relevant detail

PUAIT My -
YYD N

w9 wenEas (Al

project Manager
Cum Exeutive Engineer
PWD NH Division Barmer

30| rage

3 ‘a\l’\?ﬁ ;‘E)

Riald

¢ NA,

: N.A.
: L?O”C-]/SO"C
: A.

. By grinding of the defective weld & rectifying the
weld as per C1.32.2 of [5:9595-96, using B2 class of
electrodes of specification IRS M-28/20 after

conducting D.P. Test.
. Visual, D.P. Test.

233/726

Tnmo o /Uy TE e

agearch Officer/M&C

None

(N.C. Sharma)

PD Cum Superintending Enginner

LIS R 1/ Ministry of Railways
HoGoHioWo, TETH /R.D.S 0., Lucknow

Prepared by: Punigfﬁé\ﬁéﬁﬁ—&iéﬁi@@mpaw.

Signature: 2/ Auth. \O)
Designation: |5 ‘I_\ sion. /2]
Date: SN IS

it

T FHR a’n%@:&%ﬁﬁ KAUSHIK
T (: Sr. Dy, General Manager (Mech.)/ £

e eSS/ RITES LIMITED( |

{:q\"d TSR T Hiwwar /A Covt of India E

W7 YR, 128 T, BR-2 /1

i L,"FL‘? rl :ll.-(f‘ =

{.l"f"hé & ‘gfﬂ-f! < Crﬁﬂ'ji

2th Floor, S¢

g Ew Yo, SR
North Western Railway,Jaipur

o 20 )
(For and on behaifbf‘\'%lb:;ie?te;% @/

v
gy e g N (/e - TE LEADER
. Dy. Crﬁngineer (Bridge/Line)-I1 GDRPL-SGL
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WELDING PROCEDURE SPECIFICATION SHEET

~ Name & Address of fabricator
L Welding Procedure Specification No.
. 1). Drawing Series No.
& 2). Weld Joint Description
_ 3). Base Metal

' 4). Welding Process
o 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
parts, Weld groove details,
weld passes& their sequence,
e - etc.)

\_,L{.l\\/'

PWD NH Division I‘nr"n

j—

-

p . WISc -"“'"
Enatr gwﬁ%

T =g gofaen (

Dy. Chief Engineer (E {L's-' ridge/Line)-1I
SR qr¥E Y, IR

Inrth Waetermn Railhwav lain e

Flux Cored Welding wire, Class 1 of IRS: M-46/20,

e qided Yo , PUEdR

TR T W 1'/A C{:M of India E'L Tprig &
‘Gﬁ' i, 12‘! o, ”‘?—2/14 1F’c r, “:..

. Punia Construction Company

Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.

: PCC/42.00/BOW/NHAL/16

: RDSO/B-10430/9.

Stiffener Plate (25mm thick M.S. Plate) with Hanger
(25 mm thick M.S. Plate) & Arch Beam (28 mm thick
M.S. Plate)

. Fillet (20 mm) &
. Plates IS: 2062-2011, E-350 Gr. B0, @o3lo 3IfSio /&7 Td 4T
: FCAW Asstt. Research Officer/M&C

. Overhead (Welding at Bridge Site) X WAL/ Ministry of Rar ways

ﬁu&ﬂmﬂ'{{o TS /R.D.S 0., Luck
Grade E71T-12 as per IS/AWS Spec.: A5.20/A5.20M:

2005 (R2015).

Type: Flux Cored Wire

Drying Method: N.A.

: NA,
: CO2
. TFusion faces and adjacent surfaces are cleaned, made

free from cracks, notches, mill scale, grease, paint, rust,
etc. which may affect weld quality.
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current

9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

. As per IS: 4353-1995 & WBC-2001

. Type: DC, Polarity: Reverse
. AsperIS: 7310 (Part-1) & 817

Weld | Electrode/Wire | Current Arc Wire feed | Travel | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) | voltage speed (in | speed (in | stickout | (I /min.)
No. (in volt) | m/min.) | m/min.) (in mm)
1 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
2 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
3 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
4 1.2 220-300 26-31 5.0-3.5 | 0.20-0.25 10 15-22
54" 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
10.2) Welding sequence & techniques : N.A.
11). Provision of run on/run off tabs : N.A.
12). Cleaning of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld : N.A.

14). Pre-heating & interpass temperature
15). Peening
16). Post weld treatment
17). Rectification of weld defect
(If Any)

18). Inspection of weld

. 160°C -150°C
: N.A.

: NA
. By grinding of the defective weld & recti
weld as per C1.32.2 of 1S:9595-96, using

electrodes of specification IRS M-28/20 after

conducting D.P. Test.
+ Visual, D.P. Test.

fying the
B2 class of

">

ompany.
\

"/‘ -)‘
7/
| o
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004

Toale rftio /4T Yd TWI©

&g / Ministry of Railways
/R.D.S O, Lucknow

19). Any other relevant detail None 5ssit Research Officer/M&C
Foyetiodo] ERT
/_{ \/"' Prepared by: Punja:_c_pnéi?ﬁcti-ﬁg‘
Signature: (.20 Auth
* [ T D i i : .| ‘ | C "."...I.'.“
\{y A 5 A7 [Ut?ﬂ'ﬂ szé:gnatlon \ Sign.
A ey AR YR, IR __(For and on behalfof fabrica
mia e N\ ity
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:&‘L"‘II..HIU\ T }\ LN
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L

| TEAM LEADER
(N.C. Sharma) GDRPL - SGL
PD Cum Superintending Enginner -
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series 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

parts, Weld groove details,

weld passes& their sequence,

etc.)

(N.C.° Sharma)

di p,— & .r'f-fn‘\(‘f

- Punia Construction Company

Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.

. PCC/42.00/BOW/NHAV/17

: RDSO/B-10430/9.

Hanger with Bottom Long Beam, Side Plate (28mm
thick M.S. Plate) with Bottom Long Beam Side Plate
(25 mm thick M.S. Plate).

. Fillet (22 mm)

. Plates IS: 2062-2011, E-350 Gr. BO,
: FCAW

. Qverhead (Welding at Bridge Site)

. Flux Cored Welding wire, Class 1 of IRS: M-46/20,

Grade E71T-12 as per IS/AWS Spec.: A5.20/A5.20M:

2005 (R2015). (\
Type: Flux Cored Wire o~
]I)\]ria\ing Method: N.A. Tosio &0 /OTg wd <

isstt, Res aarch Ofﬁcam\)‘:&k
cO2 .d F37E / Ministry of Railway
Fusion faces and adjacent surfaces arg ¢ c,}gapec},, made; /R.0.S 0., Ly
free from cracks, notches, mill scale, grease, paint, rust,

etc. which may affect weld quality.

(F_of Bottom Long Beam

(?Lof Hanger ;
[ |
ke = |
| |
i |: I =| 22 mm
Aram SATART /TEAA ! i
Ay giyas f@a, SR l t
| |
I |
1 1
{ | !
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3 i || N
h i I
N i ‘I
s : !I ﬂ_” -
N 1y I i
3 I} il
4 Iy I
3 I i
3 It |I} N
3 1
3 TYTTEYreny ;n\n\u\lluuuu\pl'a\n\\nll\
1 e Li
‘ : \ //?)/ ;:,\ ,//,. Tt H“\
. Gehefal Manager (Me w] =y \:\ {3y, 95\
_.“ [iotan Aua. fimy o I
ES | !MiTFD 103 7 (o/ authi \O)
AGa\ of india Enterprise) el //; . 2 S J .
wa, @mi-2/ 12h Floor, ‘fﬂcmb’n r Core-2 \ ./ 4 \

99§ Zolly
Dy. Chief Engineer uPﬂdqe!Lme) -1
Tox ufdas Yed, wagR
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WELDING PROCEDURE SPECIFICATION SHEET

8). Welding Current
9). Welder qualification

10). Welding parameters & techniques

10.1) Welding parameters

: As per IS: 4353-1995 & WBC-2001

: Type: DC, Polarity: Reverse

: AsperIS: 7310 (Part-1) & 817

Weld | Electrode/Wire | Current Arc Wire feed | Travel | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) | voltage | speed (in | speed (in stick out | (1/min.)
No. (involt) | m/min.) | m/min.) | (in mm)
1 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
2 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
3 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
4 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
5}V 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
10.2) Welding sequence & techniques : N.A.
11). Provision of run on/run off tabs : N.A.
12). Cleaning of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature : 190°C - 150°C
15). Peening : N.A.
16). Post weld treatment : NLA.

17). Rectification of weld defect
(If Any)

18). Inspection of weld
19). Any other relevant detail

"u'”\"i

'_" LT ‘Zfizi.ﬂi

: By grinding of the defective weld & rectifying the
weld as per C1.32.2 of 1S:9595-96, using B2 class of
electrodes of specification IRS M-28/20 after

conducting D.P. Test.
- Visual, D.P. Test.
None

a/r‘n ._S LIIJ!IT'}_D

ope

Toio 3iftio /€T %J:éﬁo

fwm Research Officer/M&C
}G@LF ry of Railways
Sﬂargm\ Prepared by: Puma(,?’ongtru@m 330 Lucknow
Q\"“ C. - pginnet Signature: [ A .
e gu:}’;ﬂ" endifs . Designation: \
Ty LUl {L‘ de, .lt'n.‘“r“‘i"ur Date: \ ."..-'
PWD NR UE

1202 {\-\...-h.}

:rCcZ

@i T, feesli-1100 Z/mell‘_rwr Dethi-110092

g (,L;L\_/,

9Y g=T gl

-
Y\(get/ane) -1l

Dy. Chmengrnecr (Bridge/Lire)-1I
TOR Gi¥EH voy, TR
North Western Railwav, Jainur
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Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series 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

| 238/726

WELDING PROCEDURE SPECIFICATION SHEET

. Punia Construction Company

Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.

: PCC/42.00/BOW/NHAL/18

: RDSO/B-10430/9.

Stiffener Plate (25mm thick M.S. Plate) with Hanger
(25 mm thick M.S. Plate) & Bottom Long Beam (25
mm thick M.S. Plate)

: Fillet (18 mm)

. Plates IS: 2062-2011, E-350 Gr. BO,

. FCAW
. QOverhead (Welding at Bridge Site)

- Flux Cored Welding wire, Class 1 of IRS: M-46/20,

Grade E71T-12 as per IS/AWS Spec.: A5.20/A5.20M:
2005 (R2015).

Type: Flux Cored Wire

Drying Method: N.A.

: N.A.

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

etc.)

HE
s S /ARaR

Az aiyas Yod, AT

A

e 5

gy g™ KinAarilial)
i gy TN . y
\ ’-’_—_,'\,'j-'fii‘e‘f

=

- -(I‘Lof Bottom Long Beam -

25 mm thick Stiffener

: CO2
. Fusion faces and adjacent surfaces are cleaned, made

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

@ of Hanger .
T DER
1 GORPL - SGL
|
I
11{ 18 mm
i | 18 mm .
: . G
i | o0 3o /9T ¢
it f | — T O?flcarJM&C
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Dy. Chief Engineer (Bridge/Line)-1I
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current

9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

. As per IS: 4353-1995 & WBC-2001

: Type: DC, Polarity: Reverse
: AsperIS: 7310 (Part-1) & 817

239/726

~ Weld | Electrode/Wire | Current Arc Wire feed | Travel | Electrode | Gas flow |
pass dia. (inmm) | (in Amp.) | voltage speed (in | speed (in | stick out (1/min.)
g No. (involt) | m/min.) | m/min.) | (inmm)
1 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
2 12 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
3 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
‘ 44 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
L
A 10.2) Welding sequence & techniques : NLA.
- 11). Provision of run on/run off tabs : N.A.
12). Cleaning of weld bead before laying of next weld bead : Yes
~ 13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature 190°C -)50°C
& 15). Peening : N.A.
~ 16). Post weld treatment : N.A.
17). Rectification of weld defect . By grinding of the defective weld & rectifying the
- (If Any) weld as per C1.32.2 of 1S:9595-96, using B2 class of

electrodes of specification IRS M-28/20 after
- conducting D.P. Test.

(-

18). Inspection of weld - Visual, D.P. Test. @ Eaali
2 19). Any other relevant detail None GoHO IO / j‘. : Oi*\caflm&i
- fﬁ\ss\_";'_?'esera:‘ isil Ra\wa}\m
:"% :1"-}( q‘ ;\t\.ﬂﬂ = 5 1 Luc
Prepared by: Punia ConstEuetigmGor y.
) Signature: "‘_30?510“: e \2.)
Designation: (& &= %]
h (.C. Sharma) Date: \3\ Son. /5)
Eﬁ) " eyperintending Enginne! (For and on behalf bf fabricat fi/f’
~ (ﬁ] pD Cum vdp'_’l“ e e P V ow RS

gy w GG, Wt 3

O\

(oot

- i % /R
i e o e s o e :
. 361 P 2g el 1| e . Fditeson/ Lo Negar D2
- i P 7EKM LEADER
_ Division Bariiie T g g T (Yar/aveT) -1 GDRPL- SGL~

Dy. Chief Engineer ( Bridge /Line)-TI
SR Of¥em Yord, iAW
North Western Railway,Jaipur
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b WELDING PROCEDURE SPECIFICATION SHEET
~ Name & Address of fabricator . Punia Construction Company
Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.
= Welding Procedure Specification No. PCC/42.00/BOW/NHAI/19
. 1). Drawing Series No. : RDSO/B-10430/9.
Diaphragm Plate (16 mm thick M.S. Plate) with
~ Hanger.
2). Weld Joint Description : Fillet (10 mm)
~ 3). Base Metal . Plates IS: 2062-2011, E-350 Gr. B0,
4). Welding Process : FCAW
™ 5). Welding Position . Horizontal-Vertical
. 6). Welding Consumable :
6.1). Electrode Wire . Flux Cored Welding wire, Class 1 of IRS: M-46/20,
i~ Grade E71T-12 as per IS/AWS Spec.: A5.20/A5.20M:
2005 (R2015).
- Type: Flux Cored Wire
: Drying Method: N.A.
) 6.2). Flux : N.A.
6.3). Shielding Gas : CO2
£ 7). Base Metal Preparation . Fusion faces and adjacent surfaces are cleaned, made
I~ free from cracks, notches, mill scale, grease, paint, rust,
etc. which may affect weld quality.
-~ 7.1). Joint design details
(Sketch showing arrangements
& parts, Weld groove details, Hanger ("‘
weld passes& their sequence, l \ . 4o
D etc.) <a Y\?‘&C
= L ] a0 I /.-,ho fice! s
= e e Rese? jeity e
-~ 16 mm thick Diaphragm Plate C 5 2 E"”E.g;are(“/ e i i
g 7 | @Y
2 : ;c:‘;"\a‘«f(\c‘a‘"
- A 7] ' 10 mm
> g 10 mm
& 3 4/] (Weldedon
_ ,?‘#I’L/-) e / three sides)
N.C. Si 4
R . o SRR usndlud |
@ S 2 B\ AN
~ (/‘._.i';f'-'/' N2\ (af puth \O\
goea ot [alRad [ (ool ¢
saz aivan @a, g i HR KAUSHIK /I~ O /S
~ = [TES LIMITED N/ A
('-:.\' : : 7 /A Govt. of India Enterprize)
- ¥ YR, 1290 W, F—2/ w2ih Floor, Scope Minar Core-2
sl o, fewli~110002 / Laxmi Nager, Delhi-110002
- 37| Page ‘*%b\/ :
—~ 4 G—g;_l—; SRR (/= S50 <1 TE M LEADER
. y. Chief Engineer (8nd 1 GD“PL' .

TR gias ¥ad, SR

- North Western Railway,Jaipur
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WELDING PROCEDURE SPECIFICATION SHEET

241/726

~ 7.2). Joint Preparation . As per IS: 4353-1995 & WBC-2001
N 8). Welding Current . Type: DC, Polarity: Reverse
Y 9). Welder qualification . As per IS: 7310 (Part-1) & 817
10). Welding parameters & techniques :
o 10.1) Welding parameters
~ Weld | Electrode/Wire | Current Arc Wire feed |- Travel | Electrode | Gas flow
pass dia. (in mm) | (in Amp.) | voltage speed (in | speed (in | stick out (1/min.)
™ No. (involt) | m/min.) | m/min.) (in mm)
1 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
2 12 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
34 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22 J
- 10.2) Welding sequence & techniques : N.A.
. 11). Provision of run on/run off tabs : N.A.
12). Cleaning of weld bead before laying of next weld bead : Yes
- 13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature : 190°C -150°C
- 15). Peening : N.A.
16). Post weld treatment : N.A.
& 17). Rectification of weld defect . By grinding of the defective weld & rectifying the
_ (If Any) weld as per C1.32.2 of 18:9595-96, using B2 class of
electrodes of specification IRS M-28/20 after
- conducting D.P. Test.
18). Inspection of weld . Visual, D.P. Test. CA' , @
-~ 19). Any other relevant detail None : P 060
S0 / o get N
"y (ST Pl Ul ol
Prepared by: Puni&‘l%n‘sc’t@.\_ ¢ afi 50~
a Signature: [ /F" a0 e
? Designation: |~ | %yfgsﬂa\i < Ii
i o \ Date: \ S\acSON. /3 )
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-~

~

7

)/ . Dy. Géfieral Manager (Mech.)
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yAY finar Core-2

goife (Ya/ars) -1
Dy. Chief Engineer (Bridge/Line)-1
TR UEH Yer, WAy

North Western Railway,Jaipur
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~ WELDING PROCEDURE SPECIFICATION SHEET
~ Name & Address of fabricator . Punia Construction Company
Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.
e Welding Procedure Specification No.  : PCC/42.00/BOW/NHAI/20
- 1). Drawing Series No. : RDSO/B-10430/4.
Joint at L0, Cover Plate (32 mm thick M.S. Plate) with
~ Bottom Long Beam & Arch Beam.
2). Weld Joint Description . Fillet (22 mm)
) 3). Base Metal . Plates IS: 2062-2011, E-350 Gr. B0,
4). Welding Process : FCAW
A 5). Welding Position - Horizontal-Vertical (Welding at Bridge Site)
. 6). Welding Consumable :
6.1). Electrode Wire - Flux Cored Welding wire, Class 1 of IRS: M-46/20,
~ Grade E71T-12 as per IS/AWS Spec.: A5.20/A5.20M:
2005 (R2015).
- Type: Flux Cored Wire
Drying Method: N.A. o /GG
a 6.2). Flux : NA. FoHe 2 e Of
6.3). Shielding Gas . CO2 pesit. RE
i 7).Base Metal Preparation . Fusion faces and adjacent surfaces aré cﬁ@é‘%
. free from cracks, notches, mill scateifféass, paint, rust,
etc. which may affect weld quality.
~ 7.1). Joint design details
(Sketch showing arrangements
- parts, Weld groove details, rch Beam
weld passes& their sequence,
& etc.)
r
; M LEADER
- 32 mm thick Cover Plate GDRPL- \
N :wf Erf’__
g_of Bottom Long— ; — 3 —
-~ eam R ]
{N . ?‘:\,’a:?pa‘é_rﬂ"ﬂ“” ¢
LU Sdne_m ‘; sodhput TRRT TR SR /NITISH KUMAR /oostUCHN
WD NE LA ) /1. Dy, Gene NI et Mlecs £S N2\
. k _;'/F“-\H‘éa [.&f  Auth
5 39| Page | WA 1 1, Sy e o Enterprs \2\ Sign. )
Al TR, fewll-110092,/ Laxmi. F'azgrnc - \
o T SRR () - T
& C o Ry Dy. Chief Engineer (Bndge [Ling)-1I
pWD NH Division Sailix=t SoR gfeed ¥4, AR

North Western Railway,Jaipur
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_ WELDING PROCEDURE SPECIFICATION SHEET
~ 7.2). Joint Preparation . As per IS: 4353-1995 & WBC-2001
A 8). Welding Current : Type: DC, Polarity: Reverse
=y 9). Welder qualification . AsperIS: 7310 (Part-1) & 817
10). Welding parameters & techniques :
- 10.1) Welding parameters
~ Weld | Electrode/Wire | Current Arc Wire feed | Travel | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) | voltage | speed (in | speed (in | stickout | (1/min.)
™ No. (involt) | m/min.) | m/min) | (in mm)
| 1 12 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
2 1.2 220-300 26-31 5.0-3.5 | 0.20-0.25 10 15-22
3 1.2 220-300 26-31 5.0-55 | 0.20-0.25 10 15-22
" 4 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
. 54 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
A . . C,J'Lém -
10.2) Welding sequence & techniques : N.A. arg, T .
~ 11). Provision of run on/run off tabs WNado e / & Oﬁ'\ceHN\&Cl
12). Cleaning of weld bead before laying of next weld bead : pYes. R%%:;‘;stf‘;’ o Ra\\wa\fi’“__
& 13). Root preparation before welding other side of groove weld : N AR / “":“ @08 0. e o
= 14). Pre-heating & interpass temperature ot I0TC<P30
' 15). Peening : N.A.
. 16). Post weld treatment : N.A.
17). Rectification of weld defect . By grinding of the defective weld & rectifying the
~ (If Any) weld as per C1.32.2 of S:9595-96, using B2 class of
electrodes of specification IRS M-28/20 after
~ conducting D.P. Test. /\\’\
18). Inspection of weld - Visual, D.P. Test.
£ 19). Any other relevant detail None .
_ A Softforaz /afdan
3AL Tidu#A T, Sieqy
& Signature:
= y (N.C. Sharma ) Designation:
ﬁ! 2D Cum SUDerinteq . ) Date: =
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series 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
parts, Weld groove details,
weld passes& their sequence,
etc.)

um Exeull

/D NH Divis ’c‘u;"‘- ol ] t..’ ""T’

Cum S.mermr‘ nding Ero

1T

PD

41| Page

. Punia Construction Company

Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.

: PCC/42.00/BOW/NHAI/21

: RDSO/B-10430/6.

Stiffener (25 mm thick M.S. Plate) with Bottom
Cross Beam & Bottom Long Beam

. Fillet (20mm)

. Plates IS: 2062-2011, E-350 Gr. BO,
: FCAW

. Qverhead (Welding at Bridge Site)

. Flux Cored Welding wire, Class | of IRS: M-46/20,

Grade E71T-12 as per IS/AWS Spec.: A5.20/A5.20M:
2005 (R2015).

Type: Flux Cored Wire

Drying Method: N.A.

: N.A.
i & § 4
. Fusion faces and adjacent surfaces are cleaned, made

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

-

of Bottom Long Beam

TeRff LEADER

GDRPL-SGL.

Bottom Cross
Beam C\
~ ,q(;\‘go

A\‘;a\ O / f@ e( Q\."i&

v
~TAO Qi\\ anwy®

L

{
4 n\r\m\‘s” % 0.

25 mm thiék.d,& A7 % /R
Stiffener . o9
Lo’

a1 o, Bit-2/1th Floor, S

asl TR, fesli-110002 / Laxmi Nagar,

<7 e SR (ge/aE) - 1
Dy. Chte Engineer (Bridge/Line)- I
Sa uf¥Es ¥4, TR
North Western Raidey,Jalpur
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WELDING PROCEDURE SPECIFICATION SHEET

~ 7.2). Joint Preparation : Asper IS: 4353-1995 & WBC-2001
A 8). Welding Current : Type: DC, Polarity: Reverse
. 9). Welder qualification 1 AsperlS: 7310 (Part-1) & 817

10). Welding parameters & techniques
- 10.1) Welding parameters
~ Weld [ Electrode/Wire | Current Arc Wire feed | Travel | Electrode | Gas flow

pass dia. (in mm) | (in Amp.) | voltage | speed (in | speed (in | stick out (1/min.)
™ No. (involt) | m/min.) m/min.) | (in mm)
& 1 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
i 1.2 220-300 26-31 3.0-5.5 | 0.20-0.25 10 15-22
3 12 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22

. 4 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
_ o 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
4 10.2) Welding sequence & techniques : N.A. ’\[[1 )
- 11). Provision of run on/run off tabs : NA - / IN‘*&C’

12). Cleaning of weld bead before laying of next weld bead : _Yeso T i 1\w3‘f5
a 13). Root preparation before welding other side of groove weld q1\1 ResC o n\= 0., Luck®

14). Pre-heating & interpass temperature ]&9"‘(3?1 °-@ /RO
A 15). Peening u}}isﬁ oHiC,
o 16). Post weld treatment 2

17). Rectification of weld defect : By grinding of the defective weld & rectlfymg the
- (If Any) weld as per C1.32.2 of IS: 9595-96, using B2 class of

electrodes of specification IRS M-28/20 after

conducting D.P. Test.

18). Inspection of weld : Visual, D.P. Test.

19). Any other relevant detail o ‘C: None AEH e JafdaR
& Cr:m i & w m’ Gﬁﬂﬂ?
9 PWD N Divisign d : Prepared by:; Puma Constructmn C pany.
Signature: .-"' it o I
X Designation: [‘E( "@ il ¢
y N. Date: } I\ oign. )3 /
( C Si‘ ﬂ‘f“a} (For and on behal {)fﬁh@lap):/f
PD Chm Sup}er'ﬂ;l?ﬂd“‘!] e rainner \f_:—' * P
‘ PWD NH Circle, oznr

91‘“‘\
/
r’ ‘Q’ \ ‘5\

/Mﬁj\%!@USHIK %

")/ St Dy. Gensral Manager () fech) \\_;“
/ Ri i ES L:r.m'rs: Y

¢
42| Page ® op A
El T, ol / Laxmi Nagar, D o
TEAM LEADER
T =T Ui (e [ars) -1 GDRPL..SGL~
Dy. CheTE'ldr. r (Bridge/ |mr>) 1 . '

SR afem Yo, o TR
North Western Raiiway,Jaapur
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator : Punia Construction Company
' Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.

Welding Procedure Specification No.  : PCC/42.00/BOW/NHAT/22

1). Drawing Series No. : RDSO/B-10430/2.
Diaphragm Plate DP (20 mm thick M.S. Plate)
with Arch Beam C
2). Weld Joint Description : Fillet (10 mm) '\}5
3). Base Metal : Plates IS: 2062-2011, E-350 Gr. B0,
4). Welding Process : FCAW _ wg e
5). Welding Position : Horizontal-Vertical R ?}@aoaf/;jgﬁcarfm&c
6). Welding Consumable 3 Asstt. REF2E Viipistry of Raitways
6.1). Electrode Wire : Flux Cored Welding wire, Class 1 of IRSWJ%@ J&DS 0 Luck
Grade E71T-12 as per IS/AWS Spec.:2A53HA% J0M:
2005 (R2015).

Type: Flux Cored Wire.
Drying Method: N.A.

6.2). Flux : N.A.
6.3). Shielding Gas : €02
7).Base Metal Preparation : Fusion faces and adjacent surfaces are cleaned, made

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

etc. which may affect weld quality.
7.1). Joint design details

(Sketch showing arrangements
parts, Weld groove details,
weld passes& their sequence, Arch Beam

etc.) l

Lim E

P‘.-".f‘ D NI

s A
(N.C. Sharma) ABA /afdas -
#D Cum Superintending Enginner 20 mm thick ; £ ] algH e, Sergz
WD NH Circle, Jodhpur Diaphragm Plate : 3 10 mm
(DP) R 3 1(Welded on three sides)
@ L 3 v/;
r@ ri‘j ect Mana ger I:nunn mu\nn:

/ wCeneral | ‘rulace Inj
'_/RHES Lii\ﬂluED
™1/ A Govt. of Ind

a1 NIt g/ TEAM LEADER

Dy. Chi etEr:gs-nﬁ—r (Bridge/Line)-1I GDR_PL."SGL‘
TR R o, WA

North Western Railway,Jatpur
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WELDING PROCEDURE SPECIFICATION SHEET
- 7.2). Joint Preparation : As per IS: 4353-1995 & WBC-2001
a 8). Welding Current : Type: DC, Polarity: Reverse
" 9). Welder qualification : AsperIS: 7310 (Part-1) & 817
' 10). Welding parameters & techniques :
- 10.1) Welding parameters
~ Weld | Electrode/Wire | Current Arc Wire feed | Travel | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) | voltage | speed (in speed (in | stick out | (1/min.)
™ No. (involt) | m/min.) | m/min.)) | (in mm)
& 1 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
‘ 2 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
34 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
i 10.2) Welding sequence & techniques : NA.
o 11). Provision of run on/run off tabs 2 LA,
12). Cleaning of weld bead before laying of next weld bead : Yes
- 13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature : 1§0°C - p50°C
- 15). Peening : N.A.
16). Post weld treatment : NA.

17). Rectification of weld defect
(If Any)

: By grinding of the defective weld & rectifying the
weld as per Cl.32.2 of 1S:9595-96, using B2 class of

electrodes of specification IRS M-28/20 after C
ﬂ

- conducting D.P. Test. THI®
18). Inspection of weld : Visual, D.P. Test. ot @Ee /& o@ﬁ cor/MBC
- 19). Any other relevant detail None pastt. Reseadl ch y of Raitways
3= f’lVEﬂ/"“' m;- TYD g 0., Lucknd
Prepared by: Pun:a‘COnstructL._ Company.
Signature: ; e
i ”(//’ Designation:
Date:
\@ P chu, t Manager (For and on hehalfoffabncato:;} /
—_ '1/’" Cum E =xeutive E Eng Jn ..... .
PWD NH Divis m e
al - & ""\!\/\
- ) -
PR\
- (1N fé’r‘uu j‘- \

HIST T =22 e lll ..
W ; 3N QIR /NITISH K mgmusq,;{
— LIS ]
s 53\.‘ Manager (Mech,)

. TES Lip \"ITED
/r"(‘g‘of:‘_h:.r
99N, 1241 g o, 1«11’&2/1 th Floor, Sco 2

Cum buper!’mﬂf‘i""! Enginner et w, Rieeli—110002, Laxmi Nager

-~ (N.C. Sharma) (ir s o s

|';1

Circle, J .
—SWD NH Circle, Jodihp
& 44 I Page
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WELDING PROCEDURE SPECIFICATION SHEET
~ Name & Address of fabricator : Punia Construction Company
Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.
- Welding Procedure Specification No.  : PCC/42.00/BOW/NHAI/23
e 1). Drawing Series No. : RDSO/B-10430/4 & RDSO/B-10430/5
Diaphragm Plate {Shipping Mark: DP1 & DP2}
~ (16 mm & 20 mm thick M.S. Plate resp.) With
Bottom Long Beam C
~ 2). Weld Joint Description : Fillet (10 mm) ﬂ/& I
~ 3). Base Metal : Plates 18: 2062-2011, E-350 Gr. BO, o0 0/ IS 0 s
4). Welding Process : FCAW ’ Research » of Railways
o 5). Welding Position : Horizontal-Vertical v woaa /b Wm;tgg § 0., Luckna
6). Welding Consumable : a0 \Acri{c&. G
~ 6.1). Electrode Wire : Flux Cored Welding wire, Class | of IRS: M-46/20,
Grade E71T-12 as per IS/AWS Spec.: A5.20/A5.20M:
- 2005 (R2015).
Type: Flux Cored Wire
i Drying Method: N.A.
- 6.2). Flux : N.A.
6.3). Shielding Gas : CO2
- 7).Base Metal Preparation . Fusion faces and adjacent surfaces are cleaned, made
free from cracks, notches, mill scale, grease, paint, rust,
-~ etc. which may affect weld quality.
7.1). Joint design details
=\ (Sketch showing arrangements
parts, Weld groove details,
2 weld passes& their sequence, s 2o .
_ etc.) {N.C. Sharma)
PD Cum Superintending Enginner . LEADER
- PWD NH Circle, Jodhp
\ l"k”nl!:_. I TGI8, our GDRPL' SGL ]
™ % DP1
= é\(\/ N (16 mm thick)
PP BB b l =
me) S (qe/@Ea) -1
u‘i Y m gu U ofig~) -
- Py. CnnfEnJmee L Brid i€ H’““e?
. 'qﬁ}'" Tl 4
& <% All diaphragm plates welded from at least three side using 10 mm Fillet weld. XN Q w?g..laipt
- (Hanger side compulsory). North Western Raiiway
. TR a’rf"ms/wzz)s& ' S
%, 99 uF e )/ Sr DRtV : g
- 45| Page S */ RITES LIMITED
= : "IN 2l MG /A Gow, of Ingi L <,
-zjunr-dofﬂlc}; 1 L/"
= 0082 /Laxmi Nagar, Delhi-1100g2

Project Manager
Cum Exeutive Engineer
PWD NH Division Barmer
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current

9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

: As per IS: 4353-1995 & WBC-2001

: Type: DC, Polarity: Reverse
: AsperIS: 7310 (Part-1) & 817

Weld | Electrode/Wire | Current Arc Wire feed | Travel | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) | voltage | speed (in | speed (in | stickout | (I/min.)
No. (involt) | m/min.) | m/min.) | (in mm)

1 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
2 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
34 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22

10.2) Welding sequence & techniques : N.A.

11). Provision of run on/run off tabs : N.A.

12). Cleaning of weld bead before laying of next weld bead : Yes

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

14). Pre-heating & interpass temperature
15). Peening
16). Post weld treatment
17). Rectification of weld defect
(If Any)

18). Inspection of weld
19). Any other relevant detail

on

Iy M, )
= UUM oupe

9
&

46| Page

S 7 SR [ e/erE) - 11
Dy. Chief Engineer (Bridge/Line)-1I
SR uf¥Ew Yed, WO
North Western Railway,Jaipur

PWD NH Circle, Joz

1p0°C -150°C

: N.A.
: N.A.

: By grinding of the defective weld & rectifying the
weld as per C1.32.2 of IS: 9595-96, using B2 class of
electrodes of specification IRS M-28/20 after

2ohpur

AR
Project Manager
Cum Exeutive Engineer
PWD NH Divisicn Barmer

conducting D.P. Test. «d
: Visual, D.P. Test. A0 /"Ig,.
None o™ g if I‘_a{,@arc‘f“ .
e
AA *"'-"..‘I‘-‘J‘./ ;{5/?\-
RO
Prepared by: Ptlgxﬂ:'&’d:’i}s_ ction: Company.
Signature: (O N
2 Designation: 30 A O
(N.C. Sharma) oo (Z( At Q)
rintending Enginner (For and on be‘na‘{io abricator)/

LEADER

_—GDRPL-SGL_
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series No.

2). Weld Joint Description

3). Base Metal
4). Welding Process
5). Welding Position

: Punia Construction Company

Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.

: PCC/42.00/BOW/NHAI/24

: RDSO/B-10430/3.

Diaphragm Plate {Shipping Mark: DP} (10 mm thick
M.S. Plate) With Top Tie Beam.

. Fillet (10 mm)

. Plates IS: 2062-2011, E-350 Gr. B0,
: FCAW
: Horizontal-Vertical

6). Welding Consumable

6.1). Electrode Wire

6.2). Flux
6.3). Shielding Gas

7).Base Metal Preparation

: Flux Cored Welding wire, Class 1 of IRS: M-46/20,

: NA.
: CO2 : :
: Fusion faces and adjacent surfaces are clq,qmd

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

etc.)

@j ‘-9 PD Cum bdpﬂr,rt‘, ding Enginoe
PWD NH Circle, Jodhps

4 m‘ﬁ . ,uﬁ\\ : 1' a

sH aREe il JEgg,;
47 [ P o 5 e
9q g& TR (Y

Grade E71T-12 as per IS/AWS Spec.: A5.20/A5.20M:
2005 (R2015).

Type: Flux Cored Wire
Drying Method: N.A.

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

Top Tie Beam "
l TEAM LEADER
\ 3 GDRPL- SGL
10 mm thick \ 5 E 10 mm
Diaphragm Plate y 3 10 mm
"k 3t (Welded on three sides)
(N.C. Sharma) /
ARERERETRY «SURANAN)

o /) - 11

Dy. Chief Engineer (Bridge /Line)-1I
TR uf¥e ¥ed, WA
North Western Ratlway, aipur

Vog Ll _——
Project Manager
Cum Exeutive Engineer
pWD NH Division Barmer




" 2322183/2023/0/0 ED/BnS/RDSO | ey

WELDING PROCEDURE SPECIFICATION SHEET
-~ 7.2). Joint Preparation : As per IS: 4353-1995 & WBC-2001
™ 8). Welding Current : Type: DC, Polarity: Reverse
9). Welder qualification . As per IS: 7310 (Part-1) & 817
» 10). Welding parameters & techniques ;
- 10.1) Welding parameters
-~ Weld | Electrode/Wire | Current Arc Wire feed | Travel | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) | voltage speed (in | speed (in | stick out (1/min.)
~ No. (involt) | m/min.) | m/min) | (in mm)
i 1 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
2 1.2 220-300 26-31 5055 |020-025| 10 15-22
3t 12 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
% 10.2) Welding sequence & techniques 1 N.A.
_ 11). Provision of run on/run off tabs : N.A.
12). Cleaning of weld bead before laying of next weld bead ¥ Yes
a 13). Root preparation before welding other side of groove weld : NA.
14). Pre-heating & interpass temperature : 100°C -350°C
- 15). Peening s Nk
16). Post weld treatment : N.A.
™ 17). Rectification of weld defect . By grinding of the defective weld & rectifying the
(If Any) weld as per C1.32.2 of IS: 9595-96, using B2 class of
@ electrodes of specification IRS M-28/20 after CJ
_ conducting D.P. Test. - <o
18). Inspection of weld . Visual, D.P. Test. s TS ;’\ -’5’%"’*0 (& A
~ 19). Any other relevant detail : None - ' R f"'"-ia“{".qw Railve) n
oy AL 0.\
\-.H -;;f’(y.'r"ﬁ/
™ pdoreld: ™
Prepared by: Punia Construction Company.
-~ Signature: 7 N2\
"%’?T*L'—\ Designation: ( Auth. \O)
~ i R Date: |5\ Sign. /3]
& ) 14 .C. Sharma) e @pr and on behalf -o,i_‘%f{'ibricatq;{f’_;’ /
~ 7y Cum Superintending Enginner Z ® D\ \ —1X
n{}» PWD F:i ircle (5 B - i

LI 4 g ¥ y
i gl ITIZL 1 SR
T A0 ]\U_‘_‘f_-‘fl'lR I oL
= il . Py Pl KAUSHIK
dac

N il o g
: B RITES | po o ech)
T ¥R g for =S LI E
v {Tw SR BT ARISH,/A Govt, of Indl Ener .
— T HAR, 1281 U9, BR-2/12th Floor. Seame 1o P156)
w=ll TR, Rl 2ih Flocr, Scope Minar Core-2 -

eeli=110092 / Laxmi Nagar Delhi-110002
ad, UG- Uz,

~ FoZH Sofforer /ufdes _ TEA LEADER
I g e, sy . y— GORPL-SGL,
. w9 4= FEIRRE (Tﬁmlﬂhn & Project Manager

Dy. Chief Engineer (Bridge’Ling)=" Cum Exeutive Engineer
- . AR UigEm e, SR PWD NH Division Barrer

North Westermn Railway,Jaipur
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series 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
parts, Weld groove details,

weld passes& their sequence, Top Lateral Beam
etc.)
-
10 mm thick L

=D Cum

PWD NH Cirgle

IU e R (Tw/eE) -1

Dy. Chief Engineer (Bridge/Ling)-U

TR Uf¥EH Y6, AR

North Western Railway,Jaipur

{NEC. Sharm

Superintengin

. Punia Construction Company

Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.

. PCC/42.00/BOW/NHAI/25

: RDSO/B-10430/3.

Diaphragm Plate {Shipping Mark: DP} (10 mm thick
M.S. Plate) With Top Lateral Bracing Beam.

. Fillet (10 mm)

. Plates IS: 2062-2011, E-350 Gr. B0,
: FCAW

. Horizontal-Vertical

. Flux Cored Welding wire, Class 1 of TRS: M-46/20,

Grade E71T-12 as per IS/AWS Spec.: AS5.20/A5.20M:
2005 (R2015).

Type: Flux Cored Wire

Drying Method: N.A.

¥ NA.
: CO2
. Fusion faces and adjacent surfaces are cleaned, made

Diaphragm Plate

a)

Ty é}fﬁ?fi ik AT;i::
i W e 12:-? WOFT/A Gmi:?
S oty /ol TR, Rl o2 2 Fog; i
.-. Tei? -?r]'i‘"’ Cii~110032 1y o
12 J-II: .:’('-‘i; I 3810 _.
9|Page
/

Project Manager
Cum Exeutive Engineer
PWD NH Division Barmer

free from cracks, notches, mill scale, grease, paint, rust,
etc. which may affect weld quality.
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WELDING PROCEDURE SPECIFICATION SHEET
7.2). Joint Preparation . As per IS: 4353-1995 & WBC-2001
8). Welding Current : Type: DC, Polarity: Reverse
9). Welder qualification . As per IS: 7310 (Part-1) & 817
10). Welding parameters & techniques :
10.1) Welding parameters
Weld | Electrode/Wire | Current Arc Wire feed | Travel | Electrode Gas ﬂow—‘
pass dia. (inmm) | (in Amp.) | voltage speed (in speed (in | stick out (1/min.)
No. (in volt) | m/min.) m/min.) | (in mm)
# 1 12 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
2 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
| S—
(= 2 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
S |
10.2) Welding sequence & techniques : N.A.
11). Provision of run on/run off tabs : N.A.
12). Cleaning of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature : 190°C -150°C
15). Peening : N.A.
16). Post weld treatment : N.A.
17). Rectification of weld defect . By grinding of the defective weld & rectifying the
(If Any) weld as per C1.32.2 of IS: 9595-96, using B2 class of
electrodes of specification IRS M-28/20 after '
_ conducting D.P. Test. ( : -
18). Inspection of weld . Visual, D.P. Test. e e
19). Any other relevant detail None ey B 5 5@'1‘-\'::'3‘!?:@\15
il N“ vy LR ke
R g [ROS
Prepared by: Punia Construelion.ompany
7 Signature: % C Y
Designation: &8 &= o\
m Date: {rcﬂ P~ \‘;{ ";
dﬁ,\ \@ _—==4Eor and on behal\r_'tf, bricator) /= /
, (Nac' Sharm v ® B\ \.\\ Lo/
o L] a} (5, \u DN
D Cum Superintending Engirior &/ }
PWD NH Circle. toim e [Nel1 A

iﬁﬂ TN 2 W
b MAR KAUSHIK

Sr. Dy. Genera
Y. Gengral Manager (Meeh )

& i
S/RITE

TG ST a1 m\;.;ﬁ! ES Linvir
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il T 12th Flgr Scona Lt fze) i
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Dy. Ctief Engine Sridge ILine)-T1 PWD NH Division Barmer
e g, ST’

North Western Railway,Jaipur
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WELDING PROCEDURE SPECIFICATION SHEET
~ Name & Address of fabricator . Punia Construction Company
Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.
e Welding Procedure Specification No.  : PCC/42.00/BOW/NHAL/26
e 1). Drawing Series No. . RDSO/B-10430/6.
Bottom Cross Beam Angle Cleat (1.150X150X18) with
~ Bottom Long Beam Side Plate (25 mm thick M.S.Plate)
2). Weld Joint Description - Fillet (14 mm)
~ 3). Base Metal . Plates IS: 2062-2011, E-3 50 Gr. B0,
4). Welding Process : FCAW
d 5). Welding Position . Overhead (Welding at Bridge Site)
. 6). Welding Consumable :
6.1). Electrode Wire . Flux Cored Welding wire, Class 1 of IRS: M-46/20,
~ Grade E71T-12 as per IS/AWS Spec.: AS5.20/A5.20M:
2005 (R2015).
-~ Type: Flux Cored Wire
Drying Method: N.A.
~ 6.2). Flux : N.A.
- 6.3). Shielding Gas ; CO2
7).Base Metal Preparation . Fusion faces and adjacent surfaces are cleaned, made
. free from cracks, notches, mill scale, grease, paint, rust,
ete. which may affect weld quality.
— 7.1). Joint design details C
(Sketch showing arrangements ~/ %
~ parts, Weld groove details, et TR >
weld passesé& their sequence, 10/ " ate arli\h&i‘s
o oo U agiwaY
g1} e \\-'-.-.:"‘-'-*"*” - ?( W\.uc‘ﬂ“ g
@_‘_of Bottom Long Beam o3 ™ "
| - jj — Bottom Cross Beam
w7 B
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o ui}am T Ry S ( sign. )S)
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WELDING PROCEDURE SPECIFICATION SHEET
7.2). Joint Preparation . As per IS: 4353-1995 & WBC-2001
8). Welding Current . Type: DC, Polarity: Reverse
9). Welder qualification . As per IS: 7310 (Part-1) & 817
10). Welding parameters & techniques :
10.1) Welding parameters
Weld | Electrode/Wire | Current Arc Wire feed | Travel | Electrode Gas flow
pass dia. (inmm) | (in Amp.) voltage | speed (in speed (in | stick out (1/min.)
No. (in volt) | m/min.) m/min.) | (in mm)
1 1.2 220-300 26-31 5.0-5.5 ] 0.20-0.25 10 15-22
’> 2 12 220-300 26-31 5.0-5.5 \ 0.20-0.25 10 15-22
34 .2 220-300 | 26-31 ‘ 5.0-5.5 \ 0.20-0.25 10 15-22
L
10.2) Welding sequence & techniques : N.A.
11). Provision of run on/run off tabs : N.A.
12). Cleaning of weld bead before laying of next weld bead : Yos
13). Root preparation before welding other side of groove weld : NA.
14). Pre-heating & interpass temperature . 190°C -)50°C
15). Peening : N.A.
16). Post weld treatment : N.A.
17). Rectification of weld defect . By grinding of the defective weld & rectifying the
(If Any) weld as per C1.32.2 of 18:9595-96, using B2 class of
electrodes of specification IRS M-28/20 after
conducting D.P. Test. g
18). Inspection of weld - Visual, D.P. Test. i
19). Any other relevant detail None ey /TS > B
S v T
(N,Cv arm a) Iél_-epared .li)y: Punia- ruofnq?;@k{ﬁ&
PD Cum Suberintending £ ignature: Y oo alll ANZAY
{H.--..f'. peEnnisencing Enginner Designation: = [-Z/[  Auth. \Y=)
MWD NH Cir Date: S\ Sion. /S
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series 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
parts, Weld groove details,

weld passes& their sequence,

etc.)

25 mm thick Stiffener

: N.A.
- Fusion faces and adjacent surfaces are cleéned,__magl&*"-"ﬁ" e

. Punia Construction Company

Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.

. PCC/42.00/BOW/NHAL/27

. RDSO/B-10430/4.

Stiffener Plate (25 mm thick M.S. Plate) with Arch
Beam & Bottom Long Beam

- Fillet (22 mm)

. Plates IS: 2062-2011, E-350 Gr. BO,

: FCAW

. Horizontal - Vertical (Welding at Bridge Site)

. Flux Cored Welding wire, Class 1 of IRS: M-46/20,

Grade E71T-12 as per IS/AWS Spec.: A5.20/A5.20M:
2005 (R2015). C
Type: Flux Cored Wire - '
Drying Method: N.A. ey [ IS e

free from cracks, notches, mill scale, gréase, pa'in't, rust,
etc. which may affect weld quality.

&9

Bottom Long Beam

=
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation . As per IS: 43 53-1995 & WBC-2001
8). Welding Current . Type: DC, Polarity: Reverse

9). Welder qualification . As per [S: 7310 (Part-1) & 817
10). Welding parameters & techniques :
10.1) Welding parameters

Weld | Electrode/Wire | Current Arc T Wire feed | Travel | Electrode Gas flow |
pass dia. (inmm) | (in Amp.) | voltage speed (in | speed (in | stick out (1/min.)
No. (in volt) | m/min.) m/min.) | (in mm)
1 1.2 220-300 26-31 5.0-5.5 |0.20-0.25 10 15-22
2 1.2 220-300 | 26-31 | 5.0-55 \ 0.20-0.25 10 15-22
3 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
4 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
~ 5 ~ 12 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22 J
10.2) Welding sequence & techniques : N.A.
11). Provision of run on/run off tabs : NA.
12). Cleaning of weld bead before laying of next weld bead 1 Yes
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature . 160°C -150°C
15). Peening . N.A.
16). Post weld treatment : N.A.
17). Rectification of weld defect . By grinding of the defective weld & rectifying the
(If Any) weld as per C1.32.2 of 1S:9595-96, using B2 class of
electrodes of specification IRS M-28/20 after C‘
conducting D.P. Test. ﬂ%
18). Inspection of weld . Visual, D.P. Test. e \°
19). Any other relevant detail : None TR/ = e JOTVIAS
< R 1\\7\[3\‘5

Designation:
Date:

|-__-‘--_-,| ;1‘._:'.'-. i \
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WELDING PROCEDURE SPECIFICATION SHEET
- Name & Address of fabricator . Punia Construction Company
Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.
Welding Procedure Specification No. PCC/42.00/BOW/NHAL/28
o 1). Drawing Series No. : RDSO/B-10430/5.
Bottom Long Beam Joint, Cover Plate (32 mm thick
-~ M.S. Plate) with Bottom Long Beam Top & Side Plates
2). Weld Joint Description . Fillet (22 mm)
~ 3). Base Metal . Plates IS: 2062-2011, E-350 Gr. B0,
4). Welding Process . FCAW
™ 5). Welding Position . Overhead (Welding at Bridge Site)
. 6). Welding Consumable -
6.1). Electrode Wire . Flux Cored Welding wire, Class 1 of IRS: M-46/20,
an Grade E71T-12 as per IS/AWS Spec.: A5.20/A5.20M:
2005 (R2015).
- Type: Flux Cored Wire
Drying Method: N.A.
~ 6.2). Flux : N.A.
6.3). Shielding Gas » €02
B 7).Base Metal Preparation . Fusion faces and adjacent surfaces are cleaned, made
e free from cracks, notches, mill scale, grease, paint, rust,
7.1). Joint design details :
- (Sketch showing arrangements C _qu{
parts, Weld groove details,
~ weld passes& their sequence, .
etc.) P 3 q(—ﬂg
P Y % ot/ M&
53 o e a‘.\wa\!‘;{\
~ ey WY Lok
' 32 mm thick CoverRiatét ™
goBoT
a M m.-(;/;nu;.rJfi!i'nfJlfn:ru!uu?uuurunnnn_:llt :1
~  (N.C. Sharma)
PD Cum Superintending Enginner
PWD NH Circle, Jothpur
™ Bottom Long Beam
Fa ] o
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WELDING PROCEDURE SPECIFICATION SHEET

e 7.2). Joint Preparation . AsperlS: 4353-1995 & WBC-2001
~ 8). Welding Current : Type: DC, Polarity: Reverse

9). Welder qualification . AsperIS: 7310 (Part-1) & 817
& 10). Welding parameters & techniques -

10.1) Welding parameters
= [ Weld Electrode/Wire | Current Arc Wire feed | Travel | Electrode Gas flow
pass | dia. (inmm) (in Amp.) | voltage speed (in | speed (in stickout | (1/min.)
~ No. (in volt) | m/min.) m/min.) | (in mm)
& 1 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
P 2 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
| 3 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
4 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
54~ 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22 J

& 10.2) Welding sequence & techniques : N.A.
- 11). Provision of run on/run off tabs : N.A.

12). Cleaning of weld bead before laying of next weld bead s “Yes
- 13). Root preparation before welding other side of groove weld 1 N.A.

14). Pre-heating & interpass temperature . 100°C - }50°C
~ 15). Peening : NA.

16). Post weld treatment : N.A.
a 17). Rectification of weld defect . By grinding of the defective weld & rectifying the
e (If Any) weld as per C1.32.2 of 15:9595-96, using B2 class of

electrodes of specification IRS M-28/20 after

~ conducting D.P. Test.

18). Inspection of weld - Visual, D.P. Test.
& 19). Any other relevant detail : None

. Prepared by: Punia C
(N:c. ghﬁ!’ma} . Signature: 3

Sunerintendina et Designation: {f /
: LA Date: 1__;[.. Si
(For and on behalf of icator)
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Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series 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

etc.)

$Ap—

Arch Beam

260/726
WELDING PROCEDURE SPECIFICATION SHEET
. Punia Construction Company
Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.
: PCC/42.00/BOW/NHA1/24
. RDSO/B-10430/2.
Arc Beam Joint, Cover Plate (36 mm thick M.S. Plate)
with Arch Beam Top & Side Plates
. Fillet (24 mm)
. Plates IS: 2062-2011, E-350 Gr. BO,
: FCAW
. Overhead (Welding at Bridge Site)
. Flux Cored Welding wire, Class 1 of IRS: M-46/20,
Grade E71T-12 as per IS/AWS Spec.: A5.20/A5.20M:
2005 (R20153).
Type: Flux Cored Wire
Drying Method: N.A.
: N.A.
: CO2
- Fusion faces and adjacent surfaces are cleaned, made
free from cracks, notches, mill scale, grease, paint, rust,
ete. which may affect weld quality.
(Sketch showing arrangements
parts, Weld groove details, r
weld passes& their sequence, LEADER
24 mm _ G,D.EPL-- o
—36 mm thick Cover Plate
mtud-uuuuujruuilru; rrrrrrrr .tnu_rnfrununul
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current
9). Welder qualification

. As per [S: 4353-1995 & WBC-2001

: Type: DC, Polarity: Reverse

261/726

. As per IS: 7310 (Part-1) & 817
10). Welding parameters & techniques =
10.1) Welding parameters

= Weld | Electrode/Wire | Current Arc Wire feed | Travel | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) | voltage speed (in | speed (in | stick out (1/min.)
-~ No. (involt) | m/min.) | m/min.) (in mm)
™ 1 12 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
2 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
3 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
4 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
547 1.2 220-300 | 26-31 50-5.5 | 0.20-0.25 10 15-22
10.2) Welding sequence & techniques : NLA.
_ 11). Provision of run on/run off tabs : N.A.
12). Cleaning of weld bead before laying of next weld bead : Yes
-~ 13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature . 100°C - 150°C
= 15). Peening : NA.
16). Post weld treatment : N.A.
17). Rectification of weld defect : By grinding of the defective weld & rectifying the
(If Any) weld as per C1.32.2 of 1S:9595-96, using B2 class of
electrodes of specification IRS M-28/20 after
P conducting D.P. Test.
18). Inspection of weld + Visual, D.P. Test. oo [
~ 19). Any other relevant detail : None

DS
& 'ML/" P e TS/ R
i ; sl
(IN.C oo Prepared by: Punia qgﬁgpu{:ﬁ\én-(;ompany.
" L ] ,, o A
- s Signature: _‘:;/ N2,
Designation: = | Auth. )
-~ Ot Date: \3\ Sign. /3
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WELDING PROCEDURE SPECIFICATION SHEET
-~ Name & Address of fabricator - Punia Construction Company
Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.
Welding Procedure Specification No. : PCC/42.00/BOW/NHAL/30
1). Drawing Series No. . RDSO/B-10430/3.
Top Tie Beam with Top Arc Beam & Hanger,
oS 2). Weld Joint Description - Fillet (18 mm)
3). Base Metal . Plates IS: 2062-2011, E-350 Gr. BO,
~ 4). Welding Process : FCAW
5). Welding Position . Overhead (Welding at Bridge Site)

6). Welding Consumable
6.1). Electrode Wire

" Flux Cored Welding wite, Class 1 of IRS: M-46/20,

Grade E71T-12 as per IS/AWS Spec.: A5.20/A5.20M:
2005 (R2015).

Type: Flux Cored Wire

Drying Method: N.A.

6.2). Flux . N.A.
6.3). Shielding Gas s 1GO2
7).Base Metal Preparation . TFusion faces and adjacent surfaces are cleaned, made
free from cracks, notches, mill scale, grease, paint, rust,
ete. which may affect weld quality.
7.1). Joint design details
(Sketch showing arrangements Top Tie Beam
parts, Weld groove details,
weld passes& their sequence, ¢ of Hanger
etc.)
i/
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WELDING PROCEDURE SPECIFICATION SHEET
~ 7.2). Joint Preparation . As per IS: 4353-1995 & WBC-2001
a 8). Welding Current - Type: DC, Polarity: Reverse
e 9). Welder qualification . AsperIS: 7310 (Part-1) & 817
10). Welding parameters & techniques :
= 10.1) Welding parameters
~ [ Weld Electrode/Wire | Current Arc Wire feed | Travel | Electrode Gas flow |
pass dia. (inmm) | (in Amp.) voltage | speed (in speed (in | stick out (1/min.)
~ No. (involt) | m/min.) m/min.) | (inmm)
& | T 12 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
2 12 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22 J
3 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
4% 12 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
L Rl Rl B
& 10.2) Welding sequence & techniques : N.A.
i~ 11). Provision of run on/run off tabs . N.A.
12). Cleaning of weld bead before laying of next weld bead : Yes
~ 13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature : 190°C -lSO"C
™ 15). Peening : N.A.
= 16). Post weld treatment : N.A.
17). Rectification of weld defect . By grinding of the defective weld & rectifying the
— (If Any) weld as per C1.32.2 of 1S:9595-96, using B2 class of
electrodes of specification IRS M-28/20 after
-~ conducting D.P. Test.
18). Inspection of weld - Visual, D.P. Test.
& 19). Any other relevant detail : None
A3 7o < Prepared by: Punia Co
M PD Oy 15:-{;, Séz‘-:?:‘ff}}a} Signature:
im “Uperintending ol Designation:
" Cnginner Date:

oo o /ETY ug I
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_ WELDING PROCEDURE SPECIFICATION SHEET
~ Name & Address of fabricator . Punia Construction Company
Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.
_ Welding Procedure Specification No. PCC/42.00/BOW/NHAI/31
- 1). Drawing Series No. . RDSO/B-10430/3.
Top Lateral Bracing Beam with Top Tie Beam & Arc
~ Beam,
2). Weld Joint Description . Fillet (18 mm)
™ 3). Base Metal . Plates IS: 20622011, E-350 Gr. BO,
4). Welding Process : FCAW
i 5). Welding Position . Overhead (Welding at Bridge Site)
. 6). Welding Consumable z
6.1). Electrode Wire . Flux Cored Welding wire, Class 1 of IRS: M-46/20,
o~ Grade E71T-12 as pet IS/AWS Spec.: A5.20/A5.20M:
2005 (R2015).
- Type: Flux Cored Wire
Drying Method: N.A.
™ 6.2). Flux : NA.
6.3). Shielding Gas : CO2
) 7).Base Metal Preparation . Fusion faces and adjacent surfaces are cleaned, made
. free from cracks, notches, mill scale, grease, paint, rust,
etc. which may affect weld quality.
-~ .1). Joint design details
(Sketch showing arrangements C
~ parts, Weld groove details, — Top Lateral Beam ‘/l({
weld passes& their sequence, .
m etc.) Todio| atfdie /&1 TI b
fesit |Research Officer/M&L
" p Tie Beam R v/ ity O g A
-~ {N.C. S FodcTEate, AT D.8 0., Lucktd
2D Cum SL”’;?H ma,—a , F_L 2
R e " 1E
_ 2y P UUTN DL \5 \ \é

8Y ™ § 3 (I_T_}?vw T '1)!'- f'f‘:’;
= Dy. Chief En Bridge/Line)-TI Project Manager

S uf¥en ¥, SOYN Cum Exeutive Engineer

North Western Railway,Jaipur PWD NH Division Barmer
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WELDING PROCEDURE SPECIFICATION SHEET
~ 7.2). Joint Preparation - As per IS: 4353-1995 & WBC-2001
~ 8). Welding Current : Type: DC, Polarity: Reverse
i 9). Welder qualification . AsperIS: 7310 (Part-1) & 817
: 10). Welding parameters & techniques :
- 10.1) Welding parameters
~ rWeldT Electrode/Wire | Current Arc Wire feed | Travel | Electrode Gas flow |
pass dia. (in mm) | (in Amp.) | voltage speed (in | speed (in | stick out (1/min.)
~ No. (in volt) | m/min.) m/min.) | (in mm)
5 1 12 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
2 12 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
3 L2 220-300 | 26-31 \ 5.0-5.5 |020-0.25 10 15-22
E 44 1.2 220-300 26-31 \ 5.0-5.5 | 0.20-0.25 10 15-22
4 1 |
4 10.2) Welding sequence & techniques : NLA.
- 11). Provision of run on/run off tabs : N.A.
12). Cleaning of weld bead before laying of next weld bead . Yes
- 13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature 100°C - 150°C
™ 15). Peening . N.A.
- 16). Post weld treatment : NA.
17). Rectification of weld defect . By grinding of the defective weld & rectifying the
. (If Any) weld as per C1.32.2 of 1S:9595-96, using B2 class of
electrodes of specification IRS M-28/20 after
-~ conducting D.P. Test. :
18). Inspection of weld - Visual, D.P. Test. oo @ftio /1 T4 {0
& 19). Any other relevant detail None Assit. Rssearch Officer/M&C
: w1 / Ministry of Raitways

FosuHiode, wEga% /RDS O, Luckn
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WELDING PROCEDURE SPECIFICATION SHEET

-~ Name & Address of fabricator - Punia Construction Company
Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.
- Welding Procedure Specification No.  : PCC/42.00/BOW/NHAT/32
_ 1). Drawing Series No. . RDSO/B-10430/3.
Stiffener Plate (25 mm thick M.S. Plate) with Top Tie
-~ Beam, Top Lateral Bracing Beam & Arc Beam
2). Weld Joint Description . Fillet (18 mm)
~ 3). Base Metal . Plates IS: 2062-2011, E-350 Gr. BO,
4). Welding Process : FCAW
™ 5). Welding Position . Overhead (Welding at Bridge Site)
. 6). Welding Consumable :
6.1). Electrode Wire . Flux Cored Welding wire, Class 1 of IRS: M-46/20,
= Grade E71T-12 as per IS/AWS Spec.: A5.20/A5.20M:
2005 (R20153).
-~ Type: Flux Cored Wire
Drying Method: N.A.
™ 6.2). Flux . N.A.
6.3). Shielding Gas €02
- 7).Base Metal Preparation . Fusion faces and adjacent surfaces are cleaned, made
= free from cracks, notches, mill scale, grease, paint, rust,
etc. which may affect weld quality.
~ 7.1). Joint design details :
(Sketch showing arrangements —Top Lateral Beam
™~ parts, Weld groove details,
weld passes& their sequence, C
O etc.)
& Top Tie Beam Hoglo iitiol/ &Y wd ¥ie
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current

9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

. As per IS: 4353-1995 & WBC-2001

: Type: DC, Polarity: Reverse
. Asper 1S: 7310 (Part-1) & 817

[ Weld | Electrode/Wire | Current Arc | Wire feed | Travel | Electrode | Gas flow |
pass dia. (inmm) | (in Amp.) voltage | speed (in speed (in | stick out (1/min.)
No. (in volt) | m/min.) m/min.) | (in mm)

1 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
2 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 1522
3 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
44 | 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22

10.2) Welding sequence & techniques : NLA.

11). Provision of run on/run off tabs . N.A.

12). Cleaning of weld bead before laying of next weld bead ; Yes

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

14). Pre-heating & interpass temperature : 160°C -350°C

15). Peening : N.A.

16). Post weld treatment : N.A.

17). Rectification of weld defect
(If Any)

18). Inspection of weld
19). Any other relevant detail

. By grinding of the defective weld & rectifying the
weld as per C1.32.2 of 18:9595-96, using B2 class of
electrodes of specification IRS M-28/20 after C’\/
conducting D.P. Test.

- Visual, D.P. Test.
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WELDING PROCEDURE SPECIFICATION SHEET
~ Name & Address of fabricator . Punia Construction Company
Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.
Welding Procedure Specification No. PCC/42.00/BOW/NHAL/33
e 1). Drawing Series No. : RDSO/B-10430/6.
Stud Shear Connector on Top Flanges of Bottom Cross
e Beam
2). Weld Joint Description . Resistance Welding (10 mm All-around)
~ 3). Base Metal . Plates IS: 2062-2011, E-350 Gr. BO,
The Stud Shear Connector & Ceramic Ferrules
™ Confirm to type SD1/UF as per BS EN ISO 13918.
Lo 4). Welding Process . Automatic Welding Machine
' (Like Resistance Welding)
L 5). Welding Position : Down Hand
6). Welding Consumable :
- 6.1). Electrode Wire . N.A. Drying Method: N.A.
6.2). Flux : N.A.
- 6.3). Shielding Gas : N.A.
7).Base Metal Preparation . Fusion faces and adjacent surfaces are cleaned, made
Py free from cracks, notches, mill scale, grease, paint, rust,
= etc. which may affect weld quality.
: 7.1). Joint design details <
- (Sketch showing arrangements C
patts, Weld groove details,
~ weld passes& their sequence, oo aﬁ?h / ':;‘;'cj;: i ::.E?
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WELDING PROCEDURE SPECIF ICATION SHEET

7.2). Joint Preparation

8). Welding Current

9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters :

. As per Drawing
. Type: DC, Polarity: Reverse
. Asper IS: 7310 (Part-1) & 817 , s (

(For 25mm dia. Stud Shear Connector);

Weld | Electrode/Wire | Current Arc Time Lift Protrusion | Shielding
Pass no. dia. mm (Amp) | voltage(volt) (inms) | (in mm) app. gas flow
(in mm) rate
(Ltt/min)
\ 1 \ N.A. 1800 N.A. 1600 - - N.A.
10.2) Welding sequence & techniques : N.A.
11). Provision of run on/run off tabs : N.A.
12). Cleaning of weld bead before laying of next weld bead : N.A.
13). Root preparation before welding other side of groove weld : NLA.
14). Pre-heating & interpass temperature : N.A.
15). Peening : NLA.
16). Post weld treatment : N.A.
17). Rectification of weld defect . Rectification to be done as per BS 115 CL No. 6 (L,

M & N)

18). Inspection of weld
19). Any other relevant detail

. Visual, Ring Test and Bending Test.

None
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WELDING PROCEDURE SPECIFICATION SHEET

~ Name & Address of fabricator - Punia Construction Company
Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.
Welding Procedure Specification No. - PCC/42.00/BOW/NHAL/34
1). RDSO Drawing No. . All relevant drawings on the above
™ 2). Weld Joint Description - 5mm Tack welds on all Fillet & Butt joints.
~ 3). Base Metal . Plates IS: 2062-2011, E-350 Gr. BO,
4), Welding Process : M.M.A.W.
~ 5). Welding Position . Horizontal-Vertical
6). Welding Consumable :
5 6.1). Electrode Wire : Class: B2 of IRS M.28/20,
Type: Heavy coated
& Drying Method: As recom mended by the electrode
- manufacturer
6.2). Flux : NA.
—~ 6.3). Shielding Gas : N.A.
7).Base Metal Preparation . Tusion faces and adjacent surfaces are cleaned, made
R free from cracks, notches, mill scale, grease, paint, rust,
ete. which may affect weld quality.
2 7.1). Joint design details : N.A.
_ (Sketch showing arrangements Cﬂ/g
arts, Weld groove details, _ .
- Eveld passes& their sequence, oG @ ;gmz
etc.) T ©/ 7 oot
—~ e of Ra't‘h‘f:j; ;now
7.2). Joint Preparation . Asper IS: 4353-1995 & WBC-2001 —a/RDS "
™ 8). Welding Current . Type: DC, Polarity: Reverse godiee™ 8, %
_ 9). Welder qualification . Asper IS: 7310 (Part-1) & 817
—~ 10). Welding parameters & techniques
10.1) Welding parameters
Weld | Electrode/Wire | Current Arc Wire Travel | Electrode | Gas flow
& pass dia. (in mm) (in voltage feed speed (in | stick out (1/min.)
Amp.) | (involt) speed (in | m/min.) (in mm)
& m/min.)
~ 1 4 180 24 NA. | NA. N.A. N.A.
R <
- —
- . ) 1l = gaﬁ%mlﬂﬁﬂa
10.2) Welding sequence & techniques b e ecn) - F’&RC PN
11). Provision of run on/run off tabs f e 120 B3, Bty i L = IRA [iRER . =
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_ WELDING PROCEDURE SPECIFICATION SHEET

~ 15). Peening : N.A.
16). Post weld treatment 1 NA.
~ 17). Rectification of weld defect . By grinding of the defective weld & rectifying the
weld as per C1.32.2 of 1S:9595-96, using B2 class of
8 electrodes of specification IRS M-28/12, after
. conducting D.P. Test.
18). Inspection of weld : Visual, D.P. Test.
-~ 19). Any other relevant detail . None
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