DISCLAIMER

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



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



Railway BOW STRING GIRDER
(with SV Loading and Congestion Factor)
60.0m clear span 2 lane
Model WPSS No: RDSO/Infra-lI/B&S/ROB/BSG/
WPSS/60.0 series (21 Nos)
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WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER :

Name and address of Fabricator E M/s Bridge Track & Tower Pvt. Ltd., Plot No. 403 to 407 and 413 to 415
: : | Sector-A, Urla Industrial Area Ralpur —492 003 (C.G.)
Welding Procedure specification No. ' : | BTT/60/BS/01 Dated 22/08/2023
01. ‘| Drawing No. | : | RDSO/B-10434
02. | Welding Joint Description. : | Fillet 10 mm
03. | Base Metal. . | IS: 2062 — 2011, Gr. : E350B0 5 1:“ 0 xp |l ?[fl A< tha,(,bgp
04.° | Welding Process . : | SAW. / i
' 05. | Welding Position. .~ : | Flat
06. | Welding Consumable.
Electrode/Wire ) ; s
‘ _ Class | : | W2 of IRS M 39-2080
6.1 i Dia| : |4mm
: : Type | : | Copper Coated Steel Wire.
Drying Method | : | N.A.
Flux '
) Class | : | F2OFIRS M 39 - 2D
. o Type | : | Agglomerated.
Drying Method i Re_commended as per manufacturer.
6.3 | Shielding Gas ' : | NA .
, _ Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,
07. | Base Metal Preparation | : | Notches, Mill scale, Grease, Paint and Rust etc., which may affect welid
" quality. ' - :
Joint design Details
ATO mm 10 mm o 10 mm )
on all four corners "A“on all four corners i\d‘on all four corners
N 1 \ | y
18 fmm—""1 1. 5 x
: 8 . %
(Sketch showing arrangements of parts, set i )
71 weld bead details, weld passes & their 2 = 25 25 L 25 125
’ sequence etc.) A
& o e
_ 10 mm— o
(Web with flange) ' 7 b * 1 £
i BOTTOM BEAM ARCH BEAM TOP TIE BEAM

TOP DIAGONAL TIE BEAM

R.ef— Section 1-1, Section 3-3,Section 6-6 & Section g
of Drg No. 10434/1

7.2 Jbin_t preparation : |-+ | AsPerlS: 4353 — 1995, ‘IS: 7215 & Welded Bridge Code.
| Welding Current - | _ -. . - -
s | ' ' Typed . Ipc
- Pblarity Revefse
09. | Welder qualification = | 1 | As per IS: 7310/7307 (Part-I) — 1974~ ZBI ‘7

10. | Welding Parameters and technique

1_0.1‘ Welding Parameters - ’ : ; : g /m,.

'HO\?;O \A—ﬁo /'&TC -ﬂ,—*i EXSIE
Assil. Research Officer/M &C
Yo Harerd / Ministry of Railwa r,_—”

0:’ Offmvﬁﬁ T‘q‘_‘;/ R.D.S D Luckn
: RDSO : _




WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER

Page

y Electrodes Wi ‘ ‘
- Weld E— Current Arc Voltage Wgsel;%ed, Travel Speed | Electrical Stick Gas Flow
-Sequen?e No. (mm) (Amps) (Volt) - (mymin) (m/min) ogt (mm) (I/min.)‘
1 4 460 - 550 - 28-32 2.0—~2.5 0.30 - 0.50 "15-20 N.A.
2 4 460 — 550 28-32 2.0.~2.5 0.30-0.50 15-20 N.A.
3 4 _ 460 - 550 28-32 - 2.0 —-2.5.: 0.30 - 0.50 15-20 N.A.
4 4 460 — 550 12832 20-25 | 0.30-0.50 15 - 20 N.A.
2.5 4 460 — 550 28-32 2025 0.30 - 0.50 15—~20 N.A.
"6 4 460 — 550 28-32 2.0=25 0.30-0.50" 15-20 NA.
10.2 Welding Séquence and technique N.A.
1 2 5 -
3 4
) N / . 4
5 6_7 1 A ks 9
il ProviSion of run-on / run-off tabs Yes
12.‘ gzadning of weld bead before laying next weld By brush cleaning and grinding
13, | Root preparation before welding other side of -
| .groove weld . I :
14. | Preheating and inter pass temperature 120-160°C / | S 6= 280 <
15. | Peening N.A.
16. | Post Weld treatment NA. _
e : i By-re -welding after complete removal of defective weld& rectify the
17: | Rectification of weld defect weld as per Cl.32.2 of IS 9595-96, using FCAW(CIass Iof IRSM
R ' : 46)after rectification DP will be conducted.
18. Inspéction of Weld' Visual, D.P. &Macro etching Test.
: P— | ! t Detail - BOTTOMBEAM, ARCH BEAM
k.| POMAURIGE TRl el TOP TIE BEAM & TOP DIAGONAL TIE BEAM.

oo Afdo /8Ty TH ik
Asstt Research Officer/M&T
I

_ finistry of Railways :
HodioH[o™o, TETH /R.D.S O., Luckniw
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e e e TR DU M LLEAR SPAN BOW STRING GIRDER

W_ELDI_NG PROCEDURE SPECI'FICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER

" ' o o - = . | M/s. Bridge Track & Tower Pyt. Ltd., Plot No. 403 to 407 and 413 to 415

N n fll et £
Name and. audress:of Fabricator g Sector-A, Urla Industrial Area Raipur — 492 003 (C.G.)
Welding Procedure specification No. : B‘I‘F/GO/BS/OZDated 22/08/2023

01. | Drawing No. ' . | RDSO/B-10434

02. | Welding Joint Description. : | Fillet 10 mm " -
“03. | Base Metal. ! | IS: 2062 — 2011, Gr. : E350 BO
" 04. | Welding Process ' T SAW.

05. | Welding Position. ' : | Flat

| 06. | Welding Consumable. '
i Electrode/Wire : '
o o Class.| : | W2 of IRS M 39-2084-2® 20
| 6. i ' R Dia| : |4mm _ ' gy
. e “Type | : | Copper Coated Steel Wire.
Drying Method | : | N.A. . :
Flux ‘ ' _ :
_ Class | : | F2OFIRS M 39— 208t~ 220
b2 Typ'é - 1 | Agglomerated. '
Drying Method : Recommended as per manufacturer.
6.3 -| Shielding Gas ' | NA
‘ : ic - i free from Cracks,

07.- | Base Metal Preparation . Fusion Faces and adjacent surfaces are cleaned and made free racks

Notches, Mill scale, Grease, Paint and Rust etc., which may affect weld quality.

.Joint design Details

: _ d I
. ; o : g RS s (R .
(Sketch showing arrangements of parts, eyl .
- weld bead details, weld passes & their | ' %, on all four corners
| 21 | sequence etc.) : : _ 3 25 . 25
i o
(Web with flange) )
- 4
| -
HANGER |
Ref- Section 2-2 - of Drg No. 10434/1
7.2 | Joint preparation ' ) ' i | As Per IS: 4353 - 1995, IS: 7215 & Welded Bridge Code.
Welding Current :
08. |- 3 ‘ ' el . I5c
, Falanly Reverse
09. | Welder qualification S : | As per IS: 7310/7307 (Part—_I) - 18924— QJB"[Q{ ‘

-10. | Welding Parameters and technique o
Fd

10.1 'Welding Parameters '

e ——"




Any other relevant Details

HANGER BEAM

- ’ ' Paga
WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER
; Electrodes ' S :
. Weld . Current Arc Voltage WgSeI;%ed Travel Speed | Electrical Stick Gas Flow
Seque.nce No. - (mm) (Amps) (Volt) (m/min) - (m/min) out (mm) (I/mm.)
1 4 460 — 550 28-32 - 2.0-25 0.30-0.50 15-20 N.A.
2 4 460 — 550 ' 28-32 2025 0.30 - 0.50 15-20 N.A,
i 4 . 460 - 550 28-32 Bf=25 0.30 - 0.50 15-20 N.A.
4 4 460 — 550 28-32 - 2.0+25 0.30 - 0.50 15<20 N.A.
10.2 Welding 'Sequ_ence and technique N.A.
N |
3 14
11, Prowsaon of run-on / run-off tabs Yes
1. gé?dnmg of weld bead before laying next weld By brush cleaning and grinding
13. Root preparation _before welding other side of s
_ groove weld . - _
_14". : Préheatihg and inter pass temperature’. 1.120-160°C , , 5() ;% o C
15. Pee'nin'g 31 N.A. '
16. | Post Weld treatment - N.A.
o N By re-welding after complete removal of defective weld& rectify the
17. | Rectification of weld defect weld as per Cl.32.2 of IS 9595-96, using FCAW(CIass Iof IRSM 46)
- L ) after rectification DP will be conducted.
18. | Inspection of Weld Visual, D.P.&Macro etching Test.
19

4.
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- WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER
i ) : : : M/s. Bridge Track & Tower Pvt. Ltd., PIot:'No 403 to 407 and 413 to 415
Name and add f Fabi . g
E: Rl s r|_c§tor Sector-A, Urla Industrial Area Ratpur —492 003 (C.G. )
‘Welding Procedure specification No. B‘IT/GOIBS/OSDated 22/08/2023
01. | Drawing No. RDSO/B-10434 '
02. | Welding Joint Description. Fillet 14 ram
03. | Base Metal. - IS: 2062 — 2011, Gr. : E350 BO
'04. | Welding Process S.AW.
05. '| Welding Position. Flat
06. | Welding Consumable.
‘| Electrode/Wire : o :
: Class W2 of IRS M 39-2861; 2020
6.1 Dia 4 mm
k& Type Copper Coated Steel Wire.
Drying Method N.A.
Flux: ; ; ; S .'
_ : Class F2 OFIRS M 39 — 2004 2oL 0
6.2 Type Agg!omerated.
_ Drying Methoc_l ' Recomr_nended as per manufacturer.
6.3 | Shielding Gas T NA .
- Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,
O .Base MLl Peeparatia Notches, Mill scale, Grease, Paint and Rust etc., which may affect weld quality.
Joint design Details
S _ : o~ =14 mm »
(Sketch showing arrangements of parts, A on all four corners
) " weld bead details, weld passes & their _ : | '
7.1 | sequence etc.) L T _2-5 it 25
i =
| (Web with flange): 3
e Lo
"END BOTTOM
CROSS BEAM
Ref- Section 5-5 of Drg No. 10434/1
7.2 J'oint' preparation As Per IS: 4353 — 1995, IS: 7215 & Welded Bridge Code.
Welding Current.
08. e DC .
Pdlarity Reverse
09. | Welder qualifiéation As per IS: 7310/7307 (Part-1) — 1974~ 2-‘-"‘ q
10. | Welding Pai'ameters and technique %}/
: » 5 1' ". '\?’Q'ﬂc
110.1 | Welding Parameters—__ - wowo Sle,/ L }ZTE G

EE| W/ Mlnistry of Railways
:&.o&m AETH /R.D.S.O., Luck
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' WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER

" Electrodes.

© Weld i i Current Arc Voltage ngezzed Travel Speed | Electrical Stick | Gas Flow
Sequence NO., (mm) -(Am'ps) (Volt) . (m/min) (m/min). . out (mm) (I/mln._)r
1 4 460 — 550 28-32 - 20=-25 0.30-0.50 15-20 N.A.
2 4 460 - 550 28—'32_ 20-25 0.30-0.50 15-20 N.A.
3 4 460 — 550 28-32 20-25 . 0.30-0.50 15-20 N.A.
4 -4 " 460 - 550 28— 32 2.0-25 0.30-0.50 15-20 N.A.
5 4 460 - 550 28-32 2.0-25 0.30 - 0.50 15-20 N.A.
+ 6 4 460 — 550 28~-32 2.0-25 0.30 - 0.50 15-20 " N.A.
A 4 460 — 550 28— 32 20-25 0.30 - 0.50 15-20 N.A.
8 4 460 —550 28-32 2.0 —35 0.30 — 0.50 15-20 N.A.
10.2 | Welding Sequence and technigue "N.A.
11. | Provision of run-on / run-off tabs Yes
: & Eiadning of weld bead before laying next weld By brush deaning-and grinding: -
| Root preparation before welding other side of '
13. N.A.
_ groove weld :
14. | Preheating and inter pasé temperature 120-160°C - i 158 ,9,3'0"(,
15. | Peening N.A.
16. | Post Weld treatment N.A.
. i 7 ' By re-welding after complete removal of defective weld& rectify the
17. | Rectification of weld defect weld as per C.32.2 of IS 9595-96, using FCAW(Class I of IRS M 46)
' - after rectification DP will be conducted.
18. | Inspection of Weld Visual, D.P. &Macro etching Test.
|- 19. | Any other relevant Details END CROSS GIRDER

N

6




WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER

Page

Name énd address of Fabricator -

M/s. Bridge Track & Tower Pvt. Ltd., Plot No. 403 to 407 and 413 to 415,
Sector-A, Urla Industrial Area Ralpur —492 003 (C G.)

-' Welding Procedure specification No. '

BTF/GO[BS/04Dated 22/08/2023

01.. | Drawing No-

RDSO/B-10434

~ 02. | Welding Joint Description. Fillet 12-mm ;
03. | Base Metal. IS: 2062 - 2011, Gr. : E350 BO
04. | Welding Process S.AW. .
" 05. | Welding Position. Flat -

06. | Welding Consumable.

Electrode/Wire _ :
' o Class W2 of IRS M 39-2001. 202 &
6.1 ' : Dia 4 mm
Type | Copper Coated Steel Wire.
Drying Method N.A.

- Flux : .

Class | : | F2OFIRS M 39 - 208+ 2229
62 Type Agglomerated.

Drying Method

Recommended as per manufacturer.

6.3 | Shielding Gas

1 NA

' 07. | Base Metal Preparation

Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,

Notches, Mill scale, Grease, Paint and Rust etc., which may affect weld quality.

Joint design Details

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

Web with Flange

! o .
= E——

% i ‘-._\

7
o0 f'!
o /’;
T |

i

INT.. BOTTOM
CROSS BEAM :
Ref- Section 4-4of Drg No. 10434/1

7.2 | Joint preparation

' We.iding Current

As Per IS: 4353 — 1995, IS: 7215 & Welded Bridge Code.

08. 7 : ; : Type

DC

Polarity

Reverse

09. .| Welder qualification

: | As per IS: 7310/7307 (Part-T) — 1974 2.©\ 9

'10. | Welding Parameters and technique

10.1 | Welding Parameters

7
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- INTERMEDIATE BOTTOM CROSSGIRDER

: : ‘ , Page
- WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER
i Elect I ire Fe '
Weld. e ro<_:le_s, Current Arc Voltage i el Travel Speed | Electrical Stick Gas Flow
Sequence No WarEn; (Amps) (Volt) Aeed (m/min) t (mm) I/mi
. (mm) . (m/min) out (mm ‘ (I/min.)
1 4 460 — 550 28-32 i 20250 0.32 - 0.50 15-20 N.A.
2 4 460 — 550 28— 32 # 2,025 '0.32-0.50 15-20 N.A.
i 4 460 — 550 28-32 - 2.0~2.5 0.32 -0.50 15-20 N.A.
4 4 460 — 550 28~ 32 20-25 0.32 -0.50° 15-20 N.A.
10.2 Weldi-ng Séquence and technique ' N.A.
B —— |
2 1 4
A R
11. Provisidn of run-on / ru_ri—off tabs Yes
12: gl;adning of weld b_ead before laying next weld By brush cleaning and grinding
: Root preparation before welding other side of -
13 : N.A.
: groove weld .
i4. _Prehéating and inter pass temperature - 120°C-160°C , [ Se- < DD =
15. | Peening N.A.
~ 16. | Post Weld treatment N.A. : _
S et : "y By re-welding after Complete removal of defective weld& rectify the
17. | Rectification of weld defect ‘weld as per CL.32.2 of IS 9595-96, using FCAW(Class I of IRS'M 46)
: ‘ after rectification DP will be conducted.
18._ Inspection of Weld : Visual, D.P.&Macro etching Tesf.
19. | Any other relevant Details

T {7 e |
Ho3o ayielo / i

¢ Rep w Offic
Assti. Research & ffic

Yo RBSA / Ministry of Ra

i g/ R.D.S:O., Lues
FooHToTO, s / R.OD. 0.,

8

ekn)




' WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER

Page
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Name and address of Fabricator

M/s. Bridge Track & Tower Pvt. Ltd., Plot No. 403 to 407 and 413 to 415,
Sector-A, Urla Industrial Area Ralpur —492 003 (C.G.)

Welding Procedure speCIflcatlon No

BTT/60/BS/05Dated 22/08/2023

-01. | Drawing No. RDSO/B-10434
02. | Welding Joint Description. | Fillet 10 mm
03. | Base Metal. | IS: 2062 — 2011, Gr. : E350 BO
04. | Welding Process F.C.AW.
05. | Welding Position. Horizontal -
. 06. | Welding Consumable. -
S Electrode/Wire
o K -Class I of IRS M 46-2013
6.1 Dia 1.2 mm
' Type Flux Cored Filler Wtre
Drying Method N A.
Flux .
) Class N.A.
bad Type N.A.
Drying Method N.A.
‘6.3 | Shielding Gas CO,
07. | Base Metal P i Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,
| Hse ; CAR1 LIEparado Notches, Mill scale, Grease, Paint and Rust etc., which may affect weld quality.
‘J'oint design Details
[ - i ] — - I
A e 7
| - | [ )40 mm Z -
. (Sketch showing arrangements of parts, S ] § _ 5
weld bead details, weld passes & their j \\\ g 590 mm
-sequence etc) : oo 2 TN 7 Te AT “
e . I\ 7
Diaphragm plate of all box components. - - ,//’ i\ TN a4
i - : 2y Y
Diaphragm plate to be welded at least # - - } i -
3side using 10mm weld compulsory on 1 | I 1
Hligien SKIG " Section’ A—A Section B—B
‘Section: A-A REF. DRG. No. RDSO/B-10434/5
Section: B-B_REF. DRG. No. RDSO/B-10434/2
' 7.2 | Joint preparation As Per1S: 4353 — 1995, IS: 7215 & Welded Bridge Code.
Welding Current
08, | ' Type: DC
Palarlty Reverse . - _
| 09. | Welder qualification As per IS:-7310/7307 (Part-I) — 1974
| 10. ‘Welding Parameters and technique o =
= 7
10.1 | Weldina Parameters Q/

Fosto ¥l /€ITg T T&To

Assii earch Officer/M&T
¥ "/ Ministry of Railways

HooHToTe, T /RD.S O, Lu

KM oW
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WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER

S Electrodes = : : i :
Weld Pass No. e Al Current Arc Voltage Wg;eized ~Travel Speed | Electrical Stick Gas Flow
: : ~(mm) (Amps) (Volt). . (m/min) (m/min) out (mm) _(I/min.)
1 1.2 150 - 240 24-30 4.0-6.0 N.A. 13-18 13-18
ol 1.2 . 150 - 240 24-30 4.0-6.0 N.A. - 13-18 13-18
12 150 — 240 24-30 - 4.0-6.0  NA 13 -18 13-18
10.2 Welding Sequence and fechnique | N.A.
[ - o ] L 1
AS > # ’
\ / C z
# j‘tb*—“i 0 mm 7 v [t
| | / "’ 7
¥ BN / L ' 1
Amp & Voltage should be decreased 10-20% in welding of f,’ N gf i A \' O mm o
~ Vertical position. \\/ 1 / \\ Ve
% A | | U . 4
; ] ; A
4 7 | U \\5
. | :
Z | } 7
e ; st
L I I ‘ i

Section A—A - Section BE—B

i

Provision of run-on / run-off tabs

Page |10

_ NA.
wy Eétaaadnnng of weld bead before laying next weld | By brush cleaning and grinding
: Root preparation before weldmg other side of
13. N.A.
groove weld ;
14. | Preheating and inter pass temperature 110° C- 160°C
15, | Peening N.A.
16. | Post Weld treatment N.A.
¢ : By re-welding after complete removal of defective weld& rectify the
17. | Rectification of weld defect weld as per C1.32.2 of IS 9595-96, using FCAW(Class I of IRS M 46)
: . ' after rectification DP will be conducted.
18. . Inspect_idn of Weld- Visual, D.P. Test.
'19._ Any other relevant Details

DIAPHRAGM PLATES OF ALL BOX.




W'ELI:)ING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER

| Name and address of Fabricator

M/s. Bridge Track & Tower Pvt. Ltd., Plot No. 403 to 407 and 413 to 415,
Sector-A, Urla Industrial Area Raipur — 492 003 (C.G) .

- | Welding Procedure specification No.

BTT/60/BS/06Dated 22/08/2023

01. | Drawing No.

RDSO/B-10434

02. | Welding Joint Description. Fillet 12 mm -
03. | Base Metal. : IS: 2062 - 2011, Gr. : E350 BO
04. | Welding Process F.C.AW.
05. | Welding Position, Horizontal ~
_06. | Welding Consumable.. - '
Electrode/Wire - |
e g Class ‘| I of IRS M 46-2013
6.1 | =) Dia 1.2 mm ;
' : Type Flux Cored Filler Wire.
Drying Method N.A. '
Flux E
_ Class N.A.
6.2 Type N.A.
Drying Method N.A.
6.3 | Shielding Gas ' co,

07. | Base Metal Preparation

Fusion Faces and adjaéent surfaces are cleaned and made free from Cracks,
Notches, Mill scale, Grease, Paint and Rust etc., which may affect weld quality.

Joint design Details

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

Cleat with end & Int. Cross Girder

|_7 ' T 1
|92 ram B2 mm

e / } Uz 7

Intermediote Cross Beam End Bottom Cross Beam

Connection Detail REF. DRG. No. RDSO/B-10434/6
~ .Section: G-G REF. DRG. No. RDSO/B-10434/6

7.2 | Joint preparation. -

As Per IS: 4353 — 1995, IS: 7215 & Welded Bridge Code.

Welding Current

08 ‘ - Trpe |

DC

- Polarity |

Reverse

09. | Welder qualification

As per IS: 7310/7307 (Part-I) - 1974

- 10. Welding Parameters and technique

10.1 | Weldina Patameters

Page |11
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WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER '

Electrodes | 1 wi e ' s =
Weld Pass. No. shecidio. . - Current ~ Arc Voltage Wgs EI;ZEG { Travel Speed | Electrical Stick Gas Flow
(mm) ~ (Amps) - (Volt) {ery/rin) (m/min) | out (mm) |  (Imin.)
12 -~ | 150-240 - | 24-30 |- 4.0-60 N.A. 13-18 13-18
2 1.2  150-240 24-30 .| 4.0-60 N.A. 13-18 13=18
e . 12 - | 150-240 24 -30 4.0-6.0 NA. 13-18 13-18
10.2 | Welding Sequence and technique | N.A.
m V7 8
b12 mm : ‘ b2 mm
Amp & Voltage should be decreased 10-20% in weldlng of = ' i y
Vertical position. - S ;| e Z
JE OM e
H £ i A | 427 g
‘ntermediots Gross Beam .. End Botlom Cross Beorm
11. | Provision of run-on / run-off tabs | N.A.
12. Eézadnlng of welq bead before laying next weld + | By brush cleaning and grinding
“Root preparation before welding other snde of .
135 . . | | N.A
groove’ weld :
A95 Pr'eheati'ng and inter pass temperature | & | 110°c-160°C
15. | Peening - . 1| NA
16. | Post Weld treatment h : | NA
i ; ‘ . By .re-welding after complete removal of defective weld& rectify the
-17. | Rectification of weld defect |t | weld as per C1.32.2 of IS 9595-96, using FCAW(Class I of IRS M 46)
: ; o after rectification DP will be conducted.
18. | Inspection of Weld ' = | Visual, D.P. Test. '
19. | Any other relevant Details : | CLEATS 100x10x12 with END & INT.'BOTTOM CROSS GIRDER

@y _

AL HE—"SPd” ?: Bliit
ﬁ%ﬁﬁ@mfi'mww of R

 FjoYoHloHo, TWETSH /R.D.S O., Lucknow




| WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER

Page |13

Name and‘addréss' of Fabricator

Sector-A, Urla Industrial Area Ralp_ur —492 003 (C.G.)

M/s. Bridge Track & Tower Pvt Ltd., Plot No. 403 to 407 and 413 tO 415, |

' Welding Procedure ‘specification No.

BTT/60/BS/07Dated 22!08/2023

o1. Drawing No.

RDSO/B-10434

- 02 Welding Joint Description.

Fillet 5 mm Tack Weld -

03. | Base Metal.

I1S: 2062 — 2011 E350/E250

04. .| Welding Process

FCAW _

05. | Welding Position.

Horiz_untal / Vertical

06. | Welding Consumable.

Electrode/Wire
. Class IofIRSM46 — 2.© 20
6.1 :
Type | : | FCAW.
Drying temperature N.A.
6.2 | Flux
Class: N.A.
Type N.A.
_ Drying temperature N.A.
e CO: -
6.3 | Shielding Gas

07. | Base Metal Preparation

weld quallty

‘Fusson Faces and adjacent surfaces are cleaned and made free from
Cracks, Notches, Mill scale Grease, Paint, Rust etc., which may affected

7.1 | Joint design Details

7.2 | Joint preparation

As Per IS: 4353 — 1995, IS: 7215 & Welded Bridge Code.

08. | Welding Current

Type

DC

Polarity

Reverse

09. | Welder qualification

As per 1S: 7310 /7307 (Part-1) - 1974~ 2= @

~10. | Welding Parameters and technique

10.1, | Welding Parameters -

Hoﬂo@ /%ﬂt} Td Ao

Assit, Research Officer/M&C

¥ =TT / Ministry of Railways

‘3103'{0:{%@ %W

/R.D.S 0., Lucknow
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WELDING FRUCEDURE oAl N o F N O A A S e ——

.WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER

- Electrodé 7. i :
Wi Boss o, o dia.s Current Arc Voltage ng el;zed Travel Speed | Electrical Stick Gas Flow
g (mm) . (Amps) | (m/min) (m/min) out (mm) (I/min.)
1 ¥ _1.2 : 190 - 2200 | + 3.5-4.0 N.A. 13 -16 16-18 -
10.2 | Welding Sequence and technique

Tack Weld of all fit up component

Length of Tack Weld 50 mm i,
Distance between tack Weld 300 mm
- 11. | Provision of run-on / run-off tabs NL.A.
12. _g!:aadnlng of weld bead before laying next weld By brush cleaning and grinding
| Root preparation before welding other side of 4 ¥
13. ot . N.A.
" | groove weld : i _
14. | Preheating and inter pass temperature : 110° C-160°C
15. | Peening ‘N.A.
16. | Post Weld treatment - NA
. : By re-welding after complete removal of defective weld& rectify the
- 17. | Rectification of weld defect weld as per €1.32.2 of IS 9595-96, using FCAW(Class 1 of IRS M 46)
‘ ' after rectification DP will be conducted.
18. | Inspection of Weld Visual & DPT
19. | Any other relevant Details
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WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER

' | : [ [ M/s. Brid d., Pic . | :
. . : . Bridge Track & Tower Pvt. Ltd., Plot No. 403 to 407 and 413 to 415, )
: e and ad_dress of Fabncato.r ’ Sector-A, Urla Industrial Area Raipur - 492 003 (C.G) _ j
Welding Procedure specification. No. : ¢ | BTT/60/BS/08Dated 22/08/2023
01. '| Drawing No. s RDSO/B-10434
02. | Welding Jaoint Description. - ¢ | Stud Welding .
B e e ke o P W T .
~ 03. | Base Metal. - | IS: 2062 - 2011, Gr. : EZ50 BO, E350 BO & SD1 of ISO 13918
04: Welding Process - : | Arc Stud Welding with Ceramic ferrule technique
05. *| Welding Position. : _ ! | Straight ) ' a0
06. | Welding Consumable. o
‘ | Electrode/Wire
‘ - E : : Class | : | N.A. .
6.1 _ _ Dia | : | NA
. ' . o ] Type : N.A.
| ) - - Drying Method | : | N.A.
Flux : :
Class | : | N.A.
6.2 Type | : | NA
Drying Method | ": | N.A.
6.3 | Shielding Gas | | NA
' ; : i : i i di rea of
07, Base Metal Preparation _ ':, Stud to be cut, straight, square & fitted with Aluminum & surroun ing area o

weld to be free from scale, dirt, grease, paint etc.

Joint design Details

(Sketch showing arrangements of parts, -
7.1 | weld bead details, weld passes & their
f sequence etc.)

Stud with Top flange of cross girder

= — -
_ Ref Drg No. 10434/6 Section B1-B1 Section E-E
7.2 | Joint preparation i | As Per IS: 4353 — 1995, IS 7215 & Welded Bridge Code.
Weiding Current ; - A |
08, - T L el DC
‘ | Raldrty Straighjc polarity
09. | Welder qualification - < | AsperIs: 7310 /7307 (Part—I).— 1974

10. |‘Welding Parameters and technique

10.1 Welding‘Pararﬁeters

74

T THETo

Ho3o Gﬁi‘:’ / g 1\1 N q NNHY
P N CIRNAG
search Officer/M&C

RIFRY Ministry of Railways

ZECE| . { ucknow
; /R S.0., LUGKNGS
yHToWHo, elX 55 v R.D.S . .




' WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER

- Page |16

: Electrodes '

Weld gl Current Arc-Voltage - : ; .
| Sequence No. | wire dia. (Amps) (Volt) Time Lift Plunge

_ (mm) _ ;
T :
1 NA. g 2500 | 45- 60 OCV 1t03 3t05 0.250
mp:

10.2 | Welding Sequence and technique N.A.

“11. | Provision of run-on / run-off tabs N.AC

12 (t:)l;admﬁg of weld bead before laying next weld By grinding and viire brush
Root. preparation before welding other side of
13. ; N.A.
* | groove weld :
- 14. | Preheating and inter pass temperature: 121° cfor ceramic ferrule before use.

15. | Peening N.A. .
16. | Post Weld treatment N.A.

; _ o ' . Remove of defective stud & new stud weld after proper grmdmg of
& Rechﬁcatlon of weld defect surface (May be use FCAW weld for minor defect)
18. | Inspection of Weld Ringing & bent test using 2kg & 6 kg Hammer (2%)

Lig. ' Any other relevant Details STUD WELDING— AT TOP FLANGE OF CROSS BEAM

K

Hoato o /&g T XF
Asstt. Research Officer/M8
Yo WETAd / Ministry of Railwe

'l-;;o%g%a &% /R.D.S.0. Lu




—~ : N M/s. Bridge Track & Tower Pvt. Ltd., Plot No. 403 to 407 and 413 to 415,
- | N g_n fiaddress O Fabeicatey Sector-A, Urla Industrial Area Raipur — 492 003 (C.G.)
~ | Welding Procedure specification No. BTT/60/BS/09Dated 22/08/2023
'01. | Drawing No. | RDSQO/B-10434
" | 02. | Welding Joint Description. | Fillet 22 mm
~ | 03. |BaseMetal. IS: 2062 — 2011, Gr.. : E350 BO
"+ | 04. | Welding Process F.C.A.W. (Flux core Arc Welding)
™ | 05. | Welding Position. Horizontal /Vertical/ Overhead
| 06. | Welding Consumable. o
Electrode/Wire : o
il T Class I of IRS.M 46-201%D
[ Dia| : | 1.2mm
e Type | Flux Cored Filler Wire.
; : Drying Method N.A. -
2 Flux : _
B o= Class N.A.
|52 Type N:A.
@ Drying Method N.A.
| 6.3 | Shielding Gas 1| CO
) 7. - | Base Metal Pré : f‘ Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,
| 9% ase Eial FrEpaiotion Notches, Mill scale, Grease, Paint and Rust etc., which may affect weld quality.
- Joint design Details
P &t //\/\\A - =32 mm thick
= /%ft’ . o : Splice Cover
‘ . 98" reesl, V/ K : | Plate
~ (Sketch showing arrangements of parts, e N 2 =>\ Th
weld bead details, weld passes & their alt _around %//ﬂ/ /_/ /--’ _
~ : sequence etc.) . y 17 . :
24| = . \f y A
L . : Zos
~ Splice cover plate with Side Plate of y 7 2 s : .
= bottom beam : a4 S . Plate .2
—~ & 1
: Splice cover plate with side Plate of arch 177 £ & "
i ‘beam : 7 77 : - BOTTOM .27 mm
) ] : BEAM - ”_‘_j'j Vit around
~ ELEVATION Hestiofl,
Ref Drg No. 10434/4 -~ Elevation of joint
1 7.2 | Joint preparationr As Per IS: 4353 — 1995, IS: 7215 & Welded Bridge Code.
& 'We!ding Current-
- 08. Type DC
a Polarity Reverse. .
~| 09. | Welder qualification | As per IS: 7310/7307 (Part-I) - 1974 MQf
z — T
~ | 10. | Welding Parameters and technique ' Z
7 vl
* ~| 10.1 | Welding Parameters”

; et 2 . ' : o : “Page |17
WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER
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. WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER

Page

Electrodes i
O Current Arc Voltage Wi Travel Speed ' | Electrical Stick -Gas Flow
Weld Pass No. wire dia. A Speed h s
" (mm) (Amps) (Volt) (m/min) (m/min) out (mm) (I/min.)
g 1 1.2 150 - 240 . 24-30 4.0-6.0 N.A. 1318 13-18
2 L 150 — 240 24 -30 4.0 -6.0 N.A. 1318 13-18
3 ‘12 150 — 240 24 -30  4.0-6.0" NA. 13-18 13-18
-4 1.2 150 - 240. . 24 -30 4.0-6.0 N.A. 13-18 13-18
5 12 E 1_50 — 240 24 - 30 4.0-6.0 N.A. 13 -18 13-18
6 12 150 — 240 24-30 ~4.0-6.0-, N:A. 13-18 13-18
7 1.2, 150.— 240 24 —-30 4.0-6.0 N.A. 13-18 13-18
10.2 | Welding Sequence and t_échnique N.A.
PN
i 1 ‘ A22'm
- //&V‘! /I ) . ; all O";;’:md
22 mmﬂ /{/f/ /\ P s ey AY
I around ™\, 9 7% :
all aroun A P 7 : ¥
_ % 7 ;///
Weld pass maybe increase by 1 or 2 passes — f :
during welding to maintain leg & throat R _ 7
> / X &£
—
b T 4
Elevotion

N.A.

11. | Provision of run-on / run-off tabs
12, (b:Eeeaadmng of weld bead before laying next weld By_brush;cleanihg:an d grinding
Root preparation before .welding other side of B

13. N.A.

.| groove weld il
14. | Preheating and inter pass temperature 110° C-160°C
15. | Peening N.A.
16. | Post Weld tfeatment N.A.

. " ' By re-welding after complete removal of defective weld& rectify the -

17. | Rectification of weld defect “weld as per Cl.32.2 of IS 9595-96, using FCAW/(Class I of IRS M 46)

_ ' after rectification DP will be conducted.
18. | Inspection of Weld Visual& D.P. - |

3 ; i LO JOINT COVER PLATE
- 19. | Any other relevant Detalrl_.s

BOTTOM BEAM &ARCH BEAM COVER PLATE

.\Iﬁ'
\
3y
Wk

FHo3lo I
- u‘_ il
Assit. R se*a&‘n OHmenf.

et RADBRY Ministry of Railweys

sa o HIoTo, TRaTH =””‘0

Lucknow
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- WELDING _PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER '
' o ) M/s. Bridge Track & Tower Pvt. Ltd., Piot No. 403 to 407 and 413 to 415,
N
[ e oud addrissof Fabricatar Sector-A, Urla Industrial Area Raipur — 492 003 (C.G.)
Welding Procedure specification No BTT/60/BS/10Dated 22/08/2023
01. | Drawing No. RDSO/B-10434
02. | Welding Joint Description. : | Fillet 20 mm
03. | Base Metal. 1S: 2062 — 2011, Gr. : E350 BO
04. | Welding Process F.C.A.W. (Flux core Arc Welding)
05. | Welding Position. Horizontal /Vertical/ Overhead
06. | Welding Consumable. ' '
| Electrode/Wire ) ;
: Ciass Iof IRSM 46-201_5)
6.1 ~ Dia 1.2 mm
il Type | Flux Cored Filler WII‘E
Drying Method N.A.
Flux :
. Class N.A. .
: 6.2 Type | N.A.
Drying Method NL.A.
6.3 | Shielding Gas CO:
07 e Pl Prancisatidn Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,
’ : P . & Notches, Mill scale, Grease, Paint and Rust etc., which may affect weld quality.
‘Joint design Details .
. =32 mm thick
1—'—(/ | Splice Cover
[ ] i! Plate
4| ' 1 8
(Sketch showing arrangements of parts, '
7.1 | weld bead details, weld passes & their
“" | sequence etc.)
. P — i
Splice cover plate with Side Plate of
Top Tie 'beam ) e
oy |1 K
T r Y20 mm
3 4 all around
Section
DETAIL OF SPLICE ELEVATION Ref Drg No. 10434/3
7.2 | Joint preparatioh As Per IS: 4353 — 1995, IS: 7215 & Welded Bridge Code.
Welcliru_:j Current _
08. Type DC
Polanty Reverse -
09. | Welder qtfmcax _ As per IS: 7310/7307 (Part-I) - 19747 :)2 A aq qo /
(DR AL = =
10. | Welding «E&a’%tei’s\ﬁnﬁ\techmque Jodlo e,:rf?,[@ /I ©g IHT0

Asstt. Research Officer/M&C

Wﬂ/ Ministry of Railways

FoHoHToWo, FETH /R.D.S 0., Lucknol




WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER

?z{gs | 20

10.1 | Welding Parameters
Electrodes , ire '
Weld Pass No. viite dit. Current Arc Voltage _ngeiff‘_’ Travel Speed | Electrical Stick Gas Flow
' (mm) - (Amps) (Volt) (mfmin) (m/min) out (mm) (I/min.)
: 1 o 150 — 240 24 -30 4.0-6.0 N.A. . 13-18 13-18
2 _ 19 & 150 - 240 24 -30 40-6.0 N.A. 13- 18 13-18
3 k= 150 — 240 24 - 30 4.0- 6.0 N.A. 13 - 18 13 - 18
4 12 150 - 240 24— 30 4.0-6.0 N.A. 13-18 13- 18
5 1.2 150 - 240° 24 - 30 4.0 -6.0 N.A. 13 - 18 13- 18
- 6 12 | 150-240 24-30 |  4.0-6.0 N.A. 13-18 13- 18
7 1.2 | 150-240 24 -30 40-6.0 " N.A. 13- 18 13-18
10.2 | Welding Sequence and technique N.A.
' /rlkZD mm
P ; all around
4 'l E{f
J
Weld pass maybe increase by 1 or 2 passes. —
during welding to maintain leg & throat x Z
' : v
PR s i
Elevation '
11. | Provision of run-on / run-off tabs N.A.
1. .. (b:;admng of weld bead before Iaymg next .weld B’y brush cleaning and grinding
: Root prepafation before welding other side of '
13 N.A.
. groove weld
14." | Preheating and inter pass temperature 110°C- 160°C
15. | Peening N.A.
16. | Post Weld treatment N.A.
' '_ By re-welding after complete removal of defectwe weld& rectify the
17.- | Rectification of weld defect weld as per C1.32.2 of IS 9595-96; using FCAW(Class I of IRS M 46)
: : ' : after rectification DP will be conducted.
18. Inspection of Weld Visual& D.P. '
8 Any other relevant Details “TOP TIE BEAM SPLICE COVER PLATE.

L%
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' WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER

Name and address of Fabricator-

M/s. Bridge Track & Tower Pvt. Ltd., Plot No. 403 to 407 and 413 to 415,
Sector-A, Urla Industrial Area Raipur ~ 492 003 (C.G.) ‘

‘Welding Procedure specification No.

BTT/60/BS/11Dated 22/08/2023

01. | Drawing No. RDSO/B-10434
02. | Welding Joint Description. Fillet 14 mm _
03. . | Base Metal. ' IS: 2062 - 2011, Gr. : E350 BO
04.. | Welding Process F.C.A.W. (Flux core Arc Welding)
~ 05. | Welding Position. Horizontal /Vertical
06. | Welding Consumable.
| Electrode/Wire _
- : Class I of IRS M 46-2013 -
6.1 Dia 1 1.2 mm : : )
£ _ Type Flux Cored Filler Wire.
; Drying Method N.A. ;
Flux s
Class N.A.
B2 Type N.A.
- Drying Method N.A.
6.3 | Shielding Gas | : oz
. |p ti Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,
07. | Base Mefal Prep i Notches, Mill scale, Grease, Paint and Rust etc., which may affect weld quality.
Joint design Details
1206
(Sketch showing arrangements of parts, . 1 7 1
7.1 | weld bead details, weld passes & their = L.:.; By | m}
Sequence cic) DETAILS OF SPLICE . DETAILS OF SPLICE
; SP1 - ELEVATION ; SP2 - ELEVATION
: : g :
SPLICE COVER PLATE OF : ey e T : L Fre
INETRMEDIATE CROSS GIRDER e e ﬁlg T L TmIR,
; .‘&jﬂ{- "ji_ . i h e s 'r‘ -
L £ S N L7000 L 7o |
VIEW 1-1 & 5-5 VIEW 3-3 & 7-7
Ref Drg No. 10434/6
7.2 I Joint preparation As Per IS:' 4353 - 1995, IS: 7215 & Welded Bridge Code.
Welding Current _
08, Tibe DC
Polarity -Reverse
09.. | Welder qualification As per-_IS: 7310/7307 (Part-I) — 1974 ™
10." | Welding-Pgrafiieters and technique 0/

eR

o

31/ Ministry of Re .
§ N S.0., Lucknow
D&Eee /R.D.S.0., Lue

;é%tr’»ﬁolﬁ <




WELDING PRQCEDU_RE-SPECIFICATION SHEET.FOR 60 m CLEAR SPAN BOW STRING GI.RDER

Page |

10.1 Welding Parameters -
: Electrodes : e ‘
weld Pass No. wikeith, Current Arc Voltage W!SPSEF;%Ed - | Travel Speed | Electrical Stick |  Gas Flow
| (mm) (Amps) (Volt) - (m/min) (m/min) out (mm) (I/min.)
R - - 150 — 240 24 -30 4.0 -6.0 N.A. 13- 18 13-18
2 1.2 150 - 240 24-30 4.0-6.0 N.A. 13-18 13-18
3 12 , - 150~ 240 24 -30 4.0-6.0 N.A. 13-18 13-18
10.2 | Welding Sequence and technique N.A.
. 1308 -
R L RE
e e
| - AR 4
<8 L 1400 8
L L8 oA
, : A o L4 2] _ _
. Weld pass maybe increase by 1 or 2 passes DETAILS OF 8PLICE DETAILS OF SPLICE
during welding to maintain leg & throat SP1-ELEVATION SP2 - ELEVATION
ey oo Mgﬁj‘\ . bt L L iwiwgmmr i
ol ] Tl el N 3 -‘.{?f_?, i o
B “"“‘L”" - wy g
RN 700 700
V_'EW 1-18 59 VIEW 3-3 & 7-7
11. - | Provision of run-on / run-off tabs N.A.
12. E;admng of weld bead before Iaying next weld By brush déani.ng and grinding
] Root prépération before welding other side of :
13: N.A.
N groove weld
14, Preheating and inter pass temperature 110" C-160°C
15.--| Peening NA - -
~16. | Post Weld treatment N.A.
' _ : . By re-welding after complete removal of defective weld& rectify-the
17. | Rectification of weld defect weld as per Cl.32.2 of IS 9595-96, using FCAW(Class I of IRS M 46)
after rectlfscatlon DP will be conducted
18. | Inspection of Weld Visual& D.P.
19. - | Any other relevant Details | SPLIC PLATES INTERMEDIATE CROSS GIRDER

(.4

‘Hodio Hfeo /&g TH THio

Asstt. Research Officer/M&C

A XE FRBSOMinistry of Railways
163bATo%o, WETH /R.D.S 0., Lucknow



WELDIN.G PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR ‘SPAN BOW STRING GIRDER

Page

Name and address of Fabricator

M/s. Brldge Track & Tower Pvt. Ltd., Plot No. 403 to 407 and 413 to 415,
Sector-A, Urla Industrial Area Ralpur —492 003 (C.G.)

Wél.ding, Procedure s'pecification No.

BTT/60/BS/ 12Dated 22/08/ 2023

‘01. | Drawing No. RDSO/B 10434
02. | Welding Joint Descrlptlon Fillet 20 mm
03. | Base Metal. IS: 2062 - 2011, Gr. : E350 BO
04. | Welding Process F.C.AW. (Flux core Arc Welding)
05. | Welding Position. Horizontal /Vertical
06. | Welding Consumable.
Electrode/Wire :
Class | T of IRS M 46-2013
6.1 Dia | 1.2 mm
Type Flux Cored Filler Wire.
Drying Method N.A.
Flux ;
Class N.A.
b2 Type N.A.
. ] Drying Method N.A.
6.3 | Shielding Gas COz
07 Base Metal P i Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,
i ,ase. Seadics wol Notches, Mill scale Grease, Paint and Rust etc., which may affect weld quality.
Joint design Details
2000 :
3 Pﬂ fan f
Io | |11 " 1351
(Sketch showing arrangements of parts, : _ /2_@5
7.1 | weld bead details, weld passes & their : i o o <L
: sequence etc.) : = ' > | b
: 1600 &
SPLICE COVER PLATE OF e = 10
INETRMEDIATE CROSS GIRDER . iz— g'; 11 v e B
S . ' DETA LS OF SPLIC
SP3 - ELEVATION
Ref Drg No. 10434/6
7..2 Joint préparation As Per IS: 4353 — 1995, IS: 7215 & Welded Bridge Code.
Welding Current
08. Tipe DC
Polarity Reverse
09. | Welder qualification As per'IS: 73_10/73Q7 (Part-I) — 1974 _
10. . | Welding Parameters and technique . @ / T
- o ) e - )
10.1 Wefd|r_1g,f@t€_fs>\\

RDSO
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WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER

i Electrodes : : - ire | 4 -
Weld Pass No. wire dia. - Current " Arc Voltagg ‘ Wrsrsef;zed Travel Speed | Electrical Stick Gas Flow
e ~(mm) - (Amps) (Volt) (m/min) (m/min) out (mm) (I/min.)
1 12 | 150-240 24-30 | 40-60 N.A. 13-18 13-18
2 1.2 150 - 240 24 -30 _' -4.0~6.0 N.A. 13- 18 13-18
'3 12 | - 150-240 24 -30 "4.0-6.0 N.A. - - 13-18 |- 13-18
4 1.2 150 — 240 24 -30 4.0-6.0 N.A. e 18- 18 13-18
10.2 | Welding Sequence and technique’ . 7 . N.A.
= .
/_:-_%.
: o TNE- © -
: _ - m o 1
Weld pass maybe increase by 1or2 passes : 1800
- during welding to maintain leg & throat "y - ] :
- 0 N |
- T ‘ g TR
'AILS OF SPLICE
SP3 - ELEVATION
11.- | Provision of run-on / run-off tabs ;| N.A.
1. g(l;admng §f weld beaq before laymg next weld By brush cleaning and grinding
: Root preparation before welding other side of
13. i N.A.
groove weld
14. Preheating and inter pass. temperature-_ | i 110°C-160°C
15, Peening : 4 N.A..

16. | Post Weld treatment | : : [ N.A

- . : ' By re-welding after complete removal of defective weld& rectify the
+17. | Rectification of weld defect + | weld as per CI.32.2 of IS 9595-96, using FCAW(Class I of IRS M 46)
- : ‘ after rectification DP will be conducted. '

18." | Inspection of Weld ; i | Visual& D.P. : _
19. | Any other relevant Details : : | SPLICE PLATES INTERMEDIATE CROSS GIRDER
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'WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER

; : ) - : M/s, Bridge Track & Tower Pvt. Ltd., Plot No. 403 to 407 and 413 to 415,
Name and address of Fabricator Sector-A, Urla Industrial Area Raipur — 492 003 (C.G.)
Welding Procedure specification No. I BTT/60/BS/13Dated 22/08/2023 n o K
01. | Drawing No. ' ' | RDSO/B-10434 '
| 02. | Welding Joint Description. |+ | Fillet 22 mm ' ; '
03. | Base Metal. Co : | IS: 2062 - 2011, Gr. : E350 BO
_ 04. | Welding Process - kN : | F.C.AW. (Flux core Arc Welding)
05. | Welding Position, - | : | Horizontal /Vertical
06. | Welding Consumable. '
| Electrode/Wire _
_ : ) Class : I of IRS M 46-2013
6.1 | . ' Dia | : | 1.2mm
: ; Type | ~: | Flux Cored Filler Wire.
Drying Method | : “| N.A,
- Flux
o Class | : | N.A.
B2 Type | : - NA
: Drying Method : N.A.
6.3 | Shielding Gas ' . : | co:

Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,

e A Mgtal Risgaitiog Notches, Mill scale,.Grease, Paint and Rust etc., which may affect weld quality.

Joint design Details

'C?;; § s sk ‘:D—'iiiﬂ" . !
(Sketch shoWing arrangements of parts, | . ) ; 700 760 _
7.1 | weld bead details, weld passes & their : _ VIEW 2.2 & 6-6
" | sequence etc.)

: s 3 L S 2 = S - e .
SPLICE COVER PLATE OF ' , = - = R & S 2. i&
INETRMEDIATE CROSS GIRDER : [ o — i

TVIEW 9-9 & 10-10

Ref Drg No. 10434/6

7.2 | Joint preparétion ' : | AsPer is: 4353 - 1995, IS: 7215 & Welded Bridge Code.

Welding Current

Type

08. DC
Polarity Reverse
09. | Welder qualification 1 | As per IS: 7310/7307 (Part-1) — 1974
10. Welding Parameters and technique Yo
) P : — /,o T
10.1 | Welding Parameters. - : 5 _ _
———— Hodio E"#:é

el TG/'%H"@I T8 o

+ ASEl. Research Officestag
g e ST

3 R “Tery / Ministry o Rajina ¥s
OO HTIRID) SRETe; /RSO, Lucknogr




Weld pass maybe increase by 1 or 2 passes
during welding to maintain leg & throat

Page
WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER
. El : i e : '
: sy ; e_ctrorjes Current . Arc Voltage « Yire eed Travel Speed ‘| Electrical Stick Gas Flow
. Weld Pass No: wire dia. Speed . .
: (mm) {Amps) (Veit) (m/min) (m/mln) out (mm) (I/min.)
1 1.2 150 - 240 24 -30 4.0-6.0 " N.A. 13- 18 13-18.
2 1.2 150 - 240 24-30 - 4.0-6.0 N.A; 13- 18 13-18
3 1.2 150 - 240 24 - 30 4.0-6.0 N.A. 13-18 13-18
4 1.2 150-240 24 —-30 4.0-6.0 . N.A. 13- 18 13-18
5 2 150 - 240 24 - 30 4.0~ 6.0' N.A. 13-18 13-18
102 Welding Sequence and technique N.A.
7 t 7 SOk
coles . R f .
B e —————
700 700

11. | Provision of run-on / run-off tabs ‘ N.A.
12 : géea]adnlng of weld bead before laying next weld By brush deaning and grinding
13 ‘Root preparahon before weldmg other side of NA
| groove weld T
14 Preheating and inter pass temperature | 110°c-160°C

e Peenihg ‘ NA.
16. | Post Weld treatment N.A.

; : 5 By re- Weiding after complete removal of defective weld® rectify the
17. | Rectification of weld defect weld as per Cl.32.2 of IS 9595-96, using FCAW(CIass Iof IRS M 46)

: - - after rectification DP. will be conducted.

18. | Inspection df Weld Visual& D.P.
19.. SPLICE PLATES INTERMEDIATE CROSS GIRDER

Any other relevant Details




Name and address of Fabrrcator

* | Welding Procedure ‘specification No.

DraWing No.

% °| Weiding Joint Descnptlon
N Base Metal. ' ‘
oy Welding Process

) Welding Position.

Welding Consumable

~Flux
& Class
| 6.2 Type

Drying Method

o Shielding Gas
ey . Base Metal Preparatlon

Joint design Details

- ; (Sketch showing arrangements of parts,
7-1 | weld bead details, weld passes & their
3 sequence etc.)

: Stlffener Plate of Cross Glrder C
~ Aand Cmg"‘w 2 %

EIectrode/WJre i
L . Class
o ' Dia
- Type
Drying Method

\‘
s~ End m@})) V"M OUQ\’

M/s. Bridge Track & Tower Pvt. Ltd. » Plot No. 403 to 407 and 413 to 415
Sector-A, Urla Industrial Area Ralpur - 492 003 (C.G)

BTI'/GO/BS/14Dated 22/08/2023
RDSO/B-10434
Fillet 8 mm , .
IS: 2062 - 2011, Gr. : E350 B
F.C.AW. (Flux core Arc Wefding)
Horizontal /Vertical

Iof IRS M 46- 2013
1.2 mm

Flux Cored Filler Wire.
N.A,

:N.A.-'-,-_, . . ﬁ
N.A.

N.A.

CO:

Fusion Faces and adjacent surfaces are cleaned and made free. from Cracks,
Notches, Mili scale; Grease, Pa:nt and Rust etc., which may affect weld quality.

| —16 mm thk
: iaph Plat
~—Stiff Plote Aipikagm: ity
LT £ L8 mm three
> 58 mm N :side welded
. N ) AR

obﬂ‘ P J Q

L FETRL
e I INT. .BOTTOM - END BOTTOM

: CROSS BEAM ‘CROSS BEAM

Ref Drg No. 10434/6

olsann

7.2 | Joint preparation

As Per IS 4353 - 1995 IS: 7215 & We]ded Bridge Code.-

Welding Current _ 2
08. o _ el . fpe
Polarity Reverse

' | Welder qualification

As per IS: 7310/7307 (Part-I) — 1974

10. | Welding Parameters and technique

10.1 | Welding Parameters




Electrodes

e Wire Feed it |
wire dia. - Arc Voltage Speeze Travel Speed | Electrical Stick Gas Flow

(Volt) - (m/min) (m/min) out (mm) (I/min.)

Welding Sequence and technique

7
_ YR 16 mm thk

Ty .m.SHff Plate " ” Diaphragm Plate

' o 25 B8 mm_ three
Weld pass maybe increase by 1 or 2 passes ; N8 mm 5 side welded
during welding to maintain leg & throat : g o 25
5 —
1 o -_
INT."BOTTOM END BOTTOM

g e | ' CROSS. BEAM CROSS BEAM

Provision of run-on / run-off tabs

N.A.

12 Cleaning of weld bead before laying next weld
* | bead

By brush cleaning and grinding

' 13 Root preparation before weiding other side of

groove weld L

Preheating and inter pass temperature 110°C- 160°C

15. | Peening s LNAL
D P T SR
16. | Post Weld treatment _ ;| NA.
: . 7 By re-welding after complete removal of defective weld& rectify the
17. | Rectification of weld defect . : | weld as per C1.32.2 of IS 9595-96, using FCAW(Class I of IRS M 46)
b ' w p A | after rectification DP will be conducted.
18. | Inspection of Weld -1 | Visual& D.P.

19. Any other-relevant Details . fe 1 : ST_IF'FENER PLATE OFCROSS GIRDER

e s L i T, i
XMoo Sigo / 9Ty

Asstt. Researc)
RGl HATAY / Wi




| Name

~ o1
02.

Welding Procedure specification No.

and address of Fabricator

Drawing No.

03.
04,
05.

Welding Joint Description.

: Base Metal. ‘
Welding Process

- Wejding Position.

Welding Consumable. -

L © | FeAWARuccore tre Walding~ S A1)
| i | HodgontabAvertieal (- f g g '

M/s. Bridge Track & Tower Pvt. Ltd., Plot No: 403 to 407 and
Sector-A, Uta Industrial Area Raipur - 492 003 (C.G)

413 to 415,

BTT/60/BS/ 15Dated 22/08/2023

RDSO/B-10434

Fillet 20 mm

IS: 2062 - 2011, Gr. : E350 B0

Electrode/Wire : e Tl F G - 2040
- | “Class loflesmagopz W2 |FS M 29
6.1 Dia llmm— mmGDJJv : 'B\'
Flux = ' '
, , , . ~20le
' Class NA- wFZ 631 \@Sm%q :
Type N.A. o '
' Drying Method | : | NA. - -
| Shielding Gas : QQQ-—~N A
| ) e e . | Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,
07ﬁ' Rgme Metal Preparation " | Notches, Mill scale, Grease, Paint and Rust etc., which may affect weld quality.
Ljoint design Details 3
& 1
y 8 : ]
o 220 roen
M
7.1 | (Sketch showing arrangements of parts, 25 il 25
' weld bead details, weld passes & their . -
sequence etc.) ' \ o4
Flange Plate of hanger with side plate
ol 1 ]
‘ HANGER -
Elevation of Hanger Ref Drg No. 10434/9
72 Joint preparation As Per IS: 4353 - 1995, IS: 7215 & Welded Bridge Code.
Welding Current ' '
08, - Type DC
ARGty Reverse
09. | Welder qualification As per IS: 7310/7307 (Part-I) — 1974 o
; - T . . W
10. | Welding Parameters and t(_achnique ‘ 'b’
; g : ~ 7 1 LEIe
L 10.1 | Welding Para@r_sﬁ oo o_‘{fﬁo /‘ﬂ Id .'Q’a 4

R TTW TS

ASSIL -

5 HATEG / Ministry of Railways

“wenoHoURBI8ES /R.D.S O., Lucknow




A _ S R : : Page |30
WELDING PROCEDURE SPECIFICATION SHEET‘FOR 60 m CLEAR SPAN BOW STRING GIRDER

ol e Electrodes ' L Wire Feed | - '
. e Current - Arc Voltage ’ Travel Speed | Electrical Stick | - Gas Fi
Weld Pass No. g pee: ectrical Stic| as Flow
_ : wire dia (Amps) (Volt) Speed

. (mm) 3 (mfmin (m/min) | out {mm) {I/min.)
L= .. 12 & A ssg—ous 24-30 ‘3@—;—9-%-& NA. 13-18 | 13-18
Y 150-240 | 24-30 40-6% |  NA t 13-18 ~13-18

3 12 N\ 150 - 240 24_30 40-6.0 N NA - S 13-18 13348

4

_ : AN _ Sl
12 IN\I50-2490 | 24-30 . | 4060 \ NA 38 13-18

10.2 | Welding Sequence and technique : | N.A.

Weld'pass maybe increase by 1 or 2 passes

during welding to maintain leg & throat \r 7—72 0O m m

a._j/

11. | Provision of run-on / run-off tabs o © | N.A.
12, g;e:jmng of weld bead before laying next weld " | By-brush-cleaning and grinding
Root preparation before -welding other side of '
13: 1 . NL.A.
+ | groove weld * . :
14. | Preheating and inter pass temperature ;| 110°C-160°C 2 [ § o "Q/S o
15. | Peening : s MAs . s
16. | Post Weld treatment L : | NA.

i _ By re-welding after complete removal of defective weld& rectify the
17. | Rectification of weld defect ' ¢ | weld as per C1.32.2 of IS 9595-96, using FCAW(Class I of IRS M 46)
: e - g after rectification DP will be conducted.

18. | Inspection of Weld ‘ ' | :| visual& D.P.
1. 19 Any other relevant Details : | SIDE PLATE OF HANGER WITH FLANGE PLATE
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Yl - WELDING PROCEDURE SPECIFICATION SH_EET FOR 60 m CLEAR SPAN BOW STRING GIRDER

C AL T T . M/s. Bridge Track & Tower Pyt. Ltd., Plot No. 403 to 407 and 413 1o 415,
Name and address of Fab ! !
o fdress of Fabricator . Sector-A, Urla Industrial Area Raipur - 492 003 (C.G.) |
~ | Welding Procedure specification No. : | BTT/60/BS/16Dated 22/08/2023
| 01. [ Drawing No. - _: | RDSO/B-10434 |
Y Welding Joint Description, : | Fillet 20 mm
e Base Metal. : | IS: 2062 - 2011, Gr. : £350 BO
~ | _04. | Welding Process ' + | F.C.AW. (Flux core Arc Welding)
™ |. 05. Welding Position, _+ | Horizontal /Vertical/ Overhead
| 06. | Welding Consumable, s
© | Electrode/Wire . : _
" ' . . Class | : |IofIRSM46-2013
| 8L |- et Dia | : | 1.2 mm : '
_ _ Type | : | Flux Cored Filler Wire.
.- | : : % ¢ Drying Method | : | N.A. -~ - '
B 7| Flux P o
~ - ’ : Class | : | N.A.
- 6.2 Type ; N.A.
~ Method ¢ | N.A.
Shielding Gas COz

B .M tal P ‘ arstish Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,
™ ase Metal Preparatio Notches, Mill scale, Grease, Paint and Rust etc., which may affect weld quality.
- Joint design Details :

[+~ Hanger

- | | (Sketch showing arrangements of parts, - 20 mm

7.1 | weld bead details, weld passes & their o all around
-~ | sequence etc.) : T

' ~1—Bottem
. Flange Plate of hanger with side plate of | Beam

-arch & bottom beam - ) , SRS 8 | =—Hanger
, arc )0 . . s . 11&20 e = g

alE o T , ' all around
" ELEVATION

Elevati.oh of Joint U1, U2, U3, U4, U5 ‘Ref Drg No. 10434/2
Elevation of Joint L1, 1.2, L3 & L4 Ref Drg No. 10434/5

=~ | A2 2L Joint: p.fepar_ation : | AsPerIS: 4353 — _1995, IS: 7215 & Welded Bridge Code.

-~ Welding Current

| o8 | ' Type | .l e
. ' Falanty . Réverse
- 09. | Welder g@hﬁt:ago' ification - - ' | ¢ | As perIS: 7310/7307 (Part-I) — 1974
i i ¢ L \QW_"" ";:'.‘;5 ; p i b .

. ﬂ | We%e'fﬁéw téthnique-
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A " ¥ 'WELDING PROCEDURE SPECIFICATION SHEET..FOR 60 m CLEAR SPAN BOW STRING GIRDER
~ | 10.1 | Welding Parameters
: Electrodes ' Wire Feed : '
Weld Pass No. Witedis: Current Arc Voltage Speed Travel Speed | Electrical Stick Gas Flow
. (mm) {Amps) (Volt) (mjmin) (m/min) out (rpm) (I/min.)
g 1 12 150 — 240 24-30 4.0 -6.0 N.A. 13 - 18 13-18
A 2 1.2 150 - 240 24-30 ' 4.0-6.0 N.A. 13-18 ‘13- 18
.3 1.2 150 - 240 24 ~30 4.0-6.0 N.A. 13-18 13 - 18
& 4 1.2« 150 — 240 24 -30 4.0 - 6.0 ' N.A. 13-18 13- 18
- 5. 1.2 150 - 240 24 -30 4.0-6.0 N.A. 13-18 13- 18
._6 h 1.2 150 - 240 24-30 4.0-6.0 N.A. 13-18 13-18
AN EO.Z Welding Sequence and technique NL.A.
= T
: [+— Hanger
' ' : . ; ' 520 mm
Weld pass maybe increase by 1 or 2 passes all around
~ during welding to maintain leg & throat £
; «—+Bottom
~ 7 f Beam
S Uinop — ——Hanger
all arpund
) ELEVATION
e 11. | Provision of run-on / run-off tabs N.A.
o 12. E'Iaia;mg of weld bead before laying next weld By brush cleaning and grinding 7
= ' Root preparation before welding other side of .
13. ; N.A.
groove weld - !
14. | Preheating and inter pass temperature : | 110° c- 160°C
: 155" Peenmg N.A.
4k 16. | Post Weld treatment N.A. _
- | By re-welding after complete removal of defective weld& rectify the
17. | Rectification of weld defect weld as per C1.32.2 of IS 9595-96, using FCAW(Class I of IRS M 46)
—~ : : | after rectification DP will be conducted.
18. | Inspection of Weld Visual& D.P.
19. | Any other relevant Details 'HANGER WITH BOTTOM BEAM & ARCH

XY

odto @iftio /TG d T

ﬁ%ad Researc -1y Officer
% ‘“R@S@/h inistry of
Fod FETs R.D.S

gecetalatle H

e




."H\

o~

| 07. Base Metal Preparati.on

10.  -Wef ing-Pa meters and technigue

' Name and address of Fabricator

| Welding Procedure specification No.
01.. | Drawing No. o
02. | Welding Joint Description, )
03. | Base Metal.
04. | Welding Process
05. | Welding Position.
06. | Welding Consumable.
Electrode/Wire

Class
B’ . e Dia
e Type
. Drying Method
Flux

Class

6.2 Type'

_ _ Drying Method
© 6.3 | Shielding Gas

Joint design Details

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

Bottom Cross Beam with Bottom Beam

Joint 'preparation

Welding Current

08. - | Tyee

Polarity

F—

, ; ' ' ' : Page |33
. WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER

| M/s. Bridge Track & Tower Pvt, Ltd., Piot No. 403 to 407 and 413 to 415,
Sector-A, ‘Urla Industrial Area Raipur — 492 003 (C.G.) o

BTT/60/BS/17Dated 22/08/2023
RDSO/B-10434 '
Fillet 12 mm

F.C.AW. (Flux core Arc Welding) '
Horizontal /Vertical/Overhead

|t | Is: 2062 —2011, Gr. : E350 B0

I of IRS M 46-2013
1.2 mm

Flux Cored Filler Wire.
N.A. .

N.A.

N.A.

N.A.

CO:

Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,
Notches, Mill scale, ‘Grease, Paint and Rust etc., which may affect weld quality.

Intermedicte Cross Beam

End Bottom Cross Beam

Connection detail BCB1, BCB2 BCB3
' Ref Drg No. 10434/6

DC

As Pér IS: 43_53 — 1995, IS: 7215 & Welded Bridge Code.

Reverse

109, | Welder qualification

4 |

- N A

As per IS: 7310/7307 (Part-I) — 1974

RFo30fEro 7 HRg-TH—10

Asstt. Research Officer/M&C .
Y& HAT@d / Ministry of RaﬂW‘ang
TodfoToTo, TETE /R.D.S O., Lucknow

RDSO
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WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER

' FOl ’Weldmg Parameters o r . . ' : =k

; Electrodes | 3 : Wi ; s ' .
S s " Current Arc Voltage Wire Feed Travel Speed | Electrical Stick Gas Flow
Weld Pass No. wire dia. . (Amps) Volt) - - Speed : ; ;
: M (mm) P (Vo) (m/min) (m/_m:n) out (mm) ~ (Ymin.)
1 | 12 150-240 |- 24-30 40-6.0 NA 13 - 18 13-18
2 . 42 150 — 240 24-30- | 4.0-6.0 N.A. 13-18 | 13-18
3 ; 1.3 - 150 — 240 24-30 |. 4.0-6.0 N.A. 13-18 - 13-18
10.2. | Welding Sequence and technique = - oo N
[z V777777
T {1 B
: . . M2 mm ‘ _ A2 mmf
Weld pass maybe increase by 1 or 2 passes = . X : - Z / Z
durlng welchng to maintain leg & throat - : : . . f
DZZZ277777 VI,
inte(}nediote Cross Beam End Boltom Cross Beam
_1I. Provision of run-on / r_un—off tabs ‘ Tl NLA
12, (b:(I;admng of weld bead before laying next weld : | By brush cleaning and grin ding
Root preparation before we!dmg other side of _—
13. N.A.
groove weld :
-14. | Preheating and inter pass temperature ¢ 110° ¢~ 160°C
15. | Peening | o ] e
~16. | Post Weld treatment | | |nNaA _
- x : : By re-welding after complete removal of defective weld& rectify the
- 17. | Rectification of weld defect : ) < | weld as per C1.32:2 of IS 9595-96, using FCAW(Class I of IRS M.46) .
- . after recitifi cation DP will be conducted
18. -Inspection of Weld _ ' [ & | Visual&D.P.
% : . ' BOTTOM CROSS BEAM WITH BOTTOM BEAM.
19. | Any other relevant Details :

INTERMEDIATE CROSS GIRDER WITH BOTTOM BEAM.
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'_ WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER

y . . ; : M/s. Bridge Track & Tower Pvt. Ltd., Plot No. 403 to 407 and 413 to 415,
Name and address of Fabricator | Sector-A, Urla Industrial Area Raipur — 492 003 (C.G.)
| Welding Procedure specification No. |t | BTT/60/BS/18Dated 22/08/2023
01. | Drawing No. : | RDSO/B-10434 .
02. | Welding Joint Description. - ! | Fillet 18 mm : _
| 03. | Base Metal. - . | ¢ | 1S: 2062 - 2011, Gr. : E350 B0
04: .| Welding Process o | & | FC.AW. (Flux core Arc Welding)
05. | Welding Position. - - § Horizontal /Vertical/Overhead
| 06. | Welding Consumable. ' )
R Electrode/Wire _ .
] : S Class | : | IofIRS M 46-2013.
6.1 o . Dia | : | 1.2mm
- . Type | : | Flux Cored Filler Wire.
Drying Method | : | N.A.
Flux E
Class | : | N.A,
76‘2 Type | : | N.A.
. Drying Method | : | N.A.
6.3 | Shielding Gas - | COr

Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,

07. | Base Metal Preparation 1 Notches, Mill ,scale.,'Grease,'P.aint and Rust etc., which may affect weld quality.

" Joint design Details

| b
- : . ceccccs 3 TIE
*(Sketch showing arrangements of parts, e |8 BRACING E
7.1- | weld bead details, weld passes & their VI | Ga
’ e S 3 .
| sequence etc.) / L 18 mm
Top Tie Beam with. Flange of Hanger LA all arou r}d
|8 HANGER
. -~ g .
: ‘ Section D-D Ref.Drg No. 10434/3
; 7.2 | Joint preparation - o | .5 | As Per IS: 4353 — 1995, IS: 7215 & Welded Bridge Code.
. Welding Current '
08 T ™ee | . ipe
Polarisy Reverse _ 7
09. | Welder qualification f |+ | AsperIS: 7310/7307 (Part-1) - 1574

il

e 'UV
A0 F‘\@ . : ; "
10. .| Weldihg-Paramétets and technique : : o /e g I
Follo SIHT7 "E L T MEC
‘;\J o Research Officer/Ma&L
ssit. Rese '

. /winistry of Railways
‘::;‘,a' ?ﬁﬂi:\) ’{?"”n ¥ 'l‘ o L,J,_'_‘E.;r_;r.{f

o3ioHIoNT, ; £

5 B
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o WELDING PROCEDURE SPECIFICATION SHEElT FOR 60 m CLEAR SPA

Welding Parameters : . ‘

N BOW STRING GIRDER

Weld Pass No. E‘ﬁgg?:s ‘Current - Arc Vo'ltage ' .W‘isrsel;%ed Travel Speed Electrical Stick Gas Flow
7 : (mm) (Amps) . (Volt) (m/min) (m/min) | out (mm) (I/min.)
: S b S TIE 150 — 240 PA=3n 4.0-6.0 N.A. ; 13-18 13-18
1 150 - 240 40-60 | NA 13-18 | 13-18 .
3 e A 150 -240 ol 40~60 - NA. 13-18 13-18 -
4 12 . 150-240 24-30 4.0-6.0 N:A. 13-18 13118
5" 1.2 - 150 - 240 N.A. 13- 18 13-18 |

‘Weld pass maybe increase by 1 or 2 passes ) ,
during welding to maintain leg & throat D18 mm
: ' ' : all around

-HANGER

iy . ]
ﬁ“ﬁ‘\hﬂm ]

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

12 E Cleanirig of weld bead before laying next weld

By brush cleaning and grinding

bead

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

groove weld :
14. | Preheating and inter pass temperature = T | 110°C- 160°C
-15. | Peening = - - : : : | N.A

16. | Post Weld treatment o ' | | NA

: . . : By re-welding after complete removal of defective weld& rettify the
- 17. | Rectification of weld defect - | ¢ | weld as per CI.32.2 of IS 9595-96, using FCAW(Class I of IRS M 46)
s ' : after rectification DP will be conducted. _ i

18. | Inspection of Weld . _ * | Visual& D.P.

| TOP TIE BEAM WITH HANGER& ARCH BEAM
TOP DIAGONAL TIE BEAM WITH TOP TIE BEAM & ARCHBEAM

4 L_19. Any other relevant Details

wo3fo 3ifeio / 8lg, Td :2‘{3"?0 7
 Asstt. Research foicer!.w'!&[:
. Y& HATed / Ministry of Railways
2030 TRES @TTH / R.D.S 0., Lucknow
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WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOw STRING GIRDER

Name and address- of Fabricétor

Welding Procedure Specification No:
01. 'Drawing No. '

02. | Welding Joint Description. -
03. | Base Metal.

| IS: 2062 - 2011, Gr. : E350 BO

04. | Welding Process
05.. | Welding Position.

| F.C.AW. (Flux core Arc Welding)

M/s. Bridge Track & Tower Pvt., Ltd., Plot No. 403 to 407 and 413 to 415, T
Sector-A, Urla Industrial Area Raipur —492 003 (C.G.)

‘BTT/60/BS/19Dated 22/08/2023
RDSO/B-10434
Fillet 20 mm

‘| 06. | Welding Consumabe,

Horizontal /Vertical /Overhead

‘Electrode/Wire :
, Class I of IRS M 46-2013
6.1 . Dia | 1.2 mm
ifs e i - Type Flux Cored Filler Wire.
Drying Method N.A.
| Flux : _
Class N.A. -
6.2 Type N.A.
Drying Method N.A.
6.3 1 Shielding Gas CO:

07. | Base Metal Preparation

; Notches, Mill scale, Grease, Paint and Rust etc., which may affect weld quality.

Fusion Faces and adjacent surfaces are.cleaned and made free from Cracks,

Joint design Details

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

1 L
- | Section B-B Ref Drg No. 10434/2
Section E-E Ref Drg No. 10434/5

Section D-D Ref Drg No. 10434/3

*Section F-F &G-G Ref Drg No.

| 10434/6

rAreh
3

A . ‘ 20
[— L 2 - AY} mm
I T P
i B . 2 S .
2 | [ = | § h
Zz =%
7z L] L : = :L
[, 3 -:{ e Bottorn Beam .
Z 5 “-Hanger Hanger t
T e
T IR PE P .
— ; s~Bottomn Beam i-Bottom Cross
L . \y s \Eaum
P
o g 2 :
I'T!E ) , ] 7 *{P
! T i ' Z
. B2 Py -
: all around 7
= T 2o omm

77.2 Joint préparation :

' As Per 1IS: 4353 — 1995, 'IS: 7215 & Welded Bridge Code.

Welding Current

08 |- Type

DC

Polarity

Reverse

09, | Welder qualification

As per IS: 7310/7307 (Part-) - 1974

10. | Welding Parameters and technigue

10.1. Welding 'Parameters
L g -

e~

37
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WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER

Stiffener plate of Bottom Cross Girder w;th Bottom Beam.
Stiffener plate of Top Tie beam

| : Electrodes. : ‘ " ir - - :
| Weld Pass No. wire dia. Current Arc Voltage WgSeZ?jeq ' Travel Speed Electrical Stick Gas Flow
5 g ~(mm) (Amps) (Volt) (m/min) (m/mln_) out (mm) : (Ilmln.)‘ _
1 1.2, ‘150 - 240 24 - 30 4.0-6.0 NA. ©13-18 13 - 18
52 1.2 150 - 240 24 - 30 4.0-6.0 N.A. 13- 18 » 13=18
-3 .2 150 — 240 24 - 30 4.0-6.0 N.A. 13- 18 '13-18
4 i 150 — 240 . 24-30 | 4.0-6.0 N.A. 13- 18 1318
5 1.2 150 — 240 24 -30 4.0-6.0 N.A. 13+ 18 13-18
6 i 1150 — 240 . 24 - 30 4.0-6.0 N.A. 13-18 13-18
10.2 Weldi’ng_Séquehce and technique N.A.
o s ; o
—'E/,’ // /]fm . P ;ﬁ:&?o m
1 k)
|
B 7 7 N ] X
: e
7
-/ l’l Fp I ITEIIR] ®
2777 /%1‘ Plesangor “Hanger Bottorn Beam—>
Weld pass maybe increase by 1 or 2 passes 13 ﬂl : e
during welding to maintain leg & throat L hatoos Beam c—Hotom Cross
'\V — \Benm
B % ___l/" %
T ﬂ 7 >
%
B30 mm j
gll oround
7
| S A 2 0 mm
11. | Provision of run-on / run-off tabs 2 I N.A.
12. g;eaadnlng of weld bead before laying next weld By brush cleaning and grinding
13. Root preparation before welding other side of AL
groove weld .
14. | Preheating and inter pass temperature E107 C —_160"C
15. | Peening N.A.
16. | Post Weld treatment NA. -
: : By re-welding after complete removal of defective weld& rectify the
17. | Rectification of weld defect weld as per C1.32.2 of IS 9595-96, using FCAW(Class I-of IRS M 46)
' ' ' after rectification DP will be conducted.
18. Inspection of Weld Visual& D.P.
| Stiffener plate of hanger with Arch & Bottom Beam
5 - : ) Stiffener plate at.LO joint
19. | Any other relevant Details

T

) HV(\'




o~

Name and address of Fabricator

' Base Metal. :
Welding Process :

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

Joint preparation - :

- Welding Current o P

2t m Welder qualification

o~

-

Welding Parémeters_and technique

10.1 Welding Parametefs _

| 05. | Welding Posiion. ]
' Welding Consumable, _
Electrode/Wire -

N ; Class

Y

M/s. Bridge Track & Tower Pvt, Ltd., Plot No. 403 to 407 and 413 to 415,
Sector-A, Urla Industrial Area Raipur - 492 003 (C.G) '

|| BTT/60/85200mte4 /08/2023

d Welding Procedure Specification No., -
Welding Joint Description.

RDSO/B-10434

| : [ Fillet 6 mm

S: 2062 — 2011, Gr. : E350 B

ERF

- F.C.AW. (Flux core Arc Welding)
| | -

[

[of IRS M 46-2013

1.2 mm

Copper coated Solid Wire, -
N.A, ] _

orizontal /Verticai

N.A,

N.A..

/6 mm
/- Cover Pl_ate

6 mm

5
7

As Per IS: 4353 — 1995, 1S: 7215 & Welded Bridge Code.

DC
Reverse

As per IS: 731077307 (Part-I) — 1974




WELDING

PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING GIRDER

- Electrodes ' ; fir : )
Weld Pass N i Current Arc'Voltage Wie Feed Travel Speed | Electrical Stick Gas Flow
eld Pass No. wire dia. A Vol Speed e : .
i (mm) ( ps). (Volt) (m/min) (m/min) out (mm).. (I/mln.)_‘
1 1.2.° ©. 150 - 240 24 -30 4.0-6.0 N.A. 13-18 13- 18
2 1.2 150 - 240 24-30 4.0-6.0 N.A. 13-18 - 13-18
3 1.2 150 - 240 24 -30 40-6.0 N.A. 13-18 13-18
4 1.2 - 150 — 240 24 - 30 4.0-6.0 N.A. 13-18 13-18
“5 1.2 150 — 240 ©24-30 4.0-6.0 N.A. 13-18 13-18
. 16 il 150 — 240 24 -30 4.0-6.0 N.AL -13-18 13-18
10.2 | Welding Séquen_ce and technique N.A.
o ~Arch ) T )
1 P20 mm
--. A L A'YB
: ?} : :; v
[
L . !
% g
; o o8 d
(Cazzzr777074 \ﬁnnger /julunger Botlorn Bearm—
Weld pass maybe increase by 1 or 2 passes | i ié 2} E‘“‘ P20 mm
during-welding to maintain leg & throat e Bettotn Beam ottom Cross
prresraemr e s \:y/ 77 Ygeum
1]
7%
= % L8 7
TE | ﬁ 0 S
. [
X820 mm 2
ol around '
q :%—510 wmm

11. | Provision of run-on / run-off tabs N.A.
12. i(j:éza:jmng of weld bead before Iaymg next weid T e
L Raot preparation before welding other side of
13. ) : N.A.
groove weld : )
14. | Preheating and inter pass temperature 110° C- 160°C
15. ! Peening N.A. -
16. | Post Weld treatment N.A..
By re-welding after complete removal of defective weld& rectify the
17. . | Rectification of weld defect weld as per Cl.32.2 of IS 9595-96, using FCAW(Class I of IRS M 46)
' ‘| after rectification DP will be conducted.
18. | Inspection of Weld Visual& D.P.
Stiffener plate of hanger with Arch & Bottom Beam _
SCEE ' . Stiffener plate at LO joint
19. | Any ot_her relevant Details

| Stiffener plate of Bottom Cross Girder With Bottom Beam.
-Stiffener plate of Too Tie beam
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WELDING PROCEDURE SPECIFICATION SHEET FOR 60 m CLEAR SPAN BOW STRING

Electrodes

Arc Voltage '

. Page
GIRDER

Wire Feed

Speed
(m/min)

i . e " Current
Weld Pass No. wire dia. i
€ = . (mm) (Amps) (Voit)
L 12 190 - 220 24 - 26

; Welding Sequence and technique e

N.A.

| 40-60

Travel Speed ' | Electrical Stick Gas Flow
(m/min). out (mm) (I/min.)
N.A. 13- 18

16 -'18

Detail 1 Ref Drg No . 10434/4 ‘
Elevation showing ISMC 150 Ref Drg No 10434/1

S

Provision of run-on / run-off tabs ¥ r:

N.A.

Cleaning of weld bead before laying next weld

= bead

By brush cleaning and grinding

Root preparation before welding other side of

o groove weld

N.A.

14. | Preheating and inter pass temperature -

110" - 160°C

15. | Peening

N.A, -

N.A.

iﬁ'. Post Weld treatment

17. | Rectification of weld defect

o By re-welding after -complete removi

weld as per C.32.2 of IS 9595-96,
after rectification DP will be conducted.

al of defective weld& rectify the
using FCAW(Class I of IRS M 46)

18. | Inspection of Weld

Visual& D.P.

19. | Any other relevant Details

LO jointCover PlateCross Frame ISMC 150

Todlo aﬁé?c//k g Ta Idlo

Asstt. Research Officer/M&C

IS HHTAG / Ministry of Railways
3fc‘iftﬁﬂTOT§0,W@$/ R.D.5.0., Lucknow






