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WELDING PROCEDURE SPECIFICATION SHEET

‘ INDEX
S.No. Joint Description T W.P.S.S. No.
1). | Bottom Long Beam Top Plate RDSO/B-10435/1 PCC/54.00/BOW/NHAI

(25 mm thick M.S. Plate) with & RDSO/B- 101
Side Plate (25 mm thick M.S. 10435/5
Plate)

Tz). Bottom Long Beam Top & RDSO/B-10435/1 | PCC/54.00/BOW/NHAL
Bottom Plate (25 mm thick M.S. & RDSO/B- 102
Plate) with Side Plate (25 mm 10435/5
thick M.S. Plate)

Plate)
4). Arch Beam Bottom Plate (25

mm thick M.S. Plate) with Side

Platc (25 mm thick M.S. Plate)

RDSO/B-10436/1 PCC/54.00/BOW/NHAI
& RDSO/B- 104

" 3). | Hanger Box Top & Bottom Plate | RDSO/B-10435/1 PCC/54.00/BOW/NHAI
(32 mm thick M.S. Plate) with & RDSO/B- /03
Side Plate (25 mm thick M.S. 10435/9
10436/2

}_Sf Arch Beam Top & Bottom Plate RDSO/B-10435/1 PCC/54.00/BOW/NHAI
(25 mm thick M.S. Plate) with & RDSO/B- 05
Side Plate (25 mm thick M.S. 10435/2
Plate)

|

Int. Bottom Cross Beam RDSO/B-10435/1 PCC/54.00/BOW/NHAI
{Shipping Mark: BCBI1/BCB2} & RDSO/B- 106 17/73
Web Plate (16 mm thick M.S. 104365/6

Plate) with Top Flange Plate (20 \

mm thick Plate) Bottom Flange
(28 mm thick Plate)

7). | Int. Bottom Cross Beam RDSO/B-10435/1 1 PCC/54.00/BOW/NHAI | 18/73-
{Shipping Mark:BCB1/BCB2} & RDSO/B- 107 19/73
Stiffener Plate (12 mm thick

10435/6
M.S. Plate) with Web Plate (16 ‘

L | mm thick M.S. Plate) [ J

o
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WELDING PROCEDURE SPECIFICATION SHEET

4 sm:‘ ENGINEER .

o NHAI PiU-Chhindwara (M} L

g). | Int. Bottom Cross Beam RDSO/B-10435/1 PCC/54.00/BOW/NHAI EOXTﬂ
{Shipping Mark: BCB1/BCB2} & RDSO/B- /08 21/73
Cross Frame Channel (ISMC- 10435/6
150) with Stiffener Plate (12 mm
thick M.S. Plate)
9). | Int. Bottom Cross Beam RDSO/B-10435/1 | PCC/54.00/BOW/NHAL | 22/73-
{BCB1/BCB2} Top Flange & RDSO/B- /09 23/73
Cover Plate (25 mm thick Plate), 10435/6
Web Cover Plate (16 mm thick
Plate) & Bottom Flange Cover
Plate (32 & 20 mm thick Plate)
with Int. Cross Beam.
10). | End Bottom Cross Beam RDSO/B-10435/1 PCC/54.00/BOW/NHAL | 24/73-
{Shipping Mark:BCB3} Top & & RDSO/B- /10 25/73
Bottom Plate (32 mm thick M.S. 10435/6
Plate) with Side Plate (25 mm
thick M.S. Plate)
~> 11). | End Bottom Cross Beam RDSO/B-10435/1 PCC/54.00/BOW/NHALI 26/737\
{BCB3} Top Flange Cover Plate & RDSO/B- 11 27/73
(40 mm thick Plate), Web Cover 10435/6
Plate (28 mm thick Plate) &
Bottom Flange Cover Plate (40
mm thick Plate) with Int. Cross
| Beam.
r 12). | Top Tie Beam, Top & Bottom RDSO/B-10435/1 | PCC/54.00/BOW/NHAI 28/73-
Plate (20 mm thick M.S. Plate) & RDSO/B- 12 29/73
with Side Plates (20 mm thick 10435/3
M.S. Plate) 4‘
13). | Top Lateral Bracing Beam. Top RDSO/B-10435/1 PCC/54.00/BOW/NHAI | 30/73-
& Bottom Plate (25 mm thick & RDSO/B- /13 31/73
M.S. Plate) with Side Plates (25 10435/3
L mm thick M.S. Plates)
14). | Top Tie Beam Joint, Cover Plate RDSO/B-10435/3 | PCC/54.00/BOW/NHAI 32/73-
(25 mm thick M.S. Plate) with /14 33/73
Top & Side Plates |
15). | Hanger with Arch Beam, Side RDSO/B-10435/9 | PCC/54.00/BOW/NHAIT 34/73-
Plate (32 mm thick M.S. Plate) /135 35/73
with Arch Beam Side Plate (25
mm thick M.S. Plate) 4\
: - K O\ Dewn :
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WELDING PROCEDURE SPECIFICATION SHEET

16).

M.S. Plate) with Hanger (25 mm /16
‘ thick M.S. Plate) & Arch Beam
(25 mm thick M.S. Plate)

Hanger with Bottom Long RDSO/B-10435/9 | PCCI 54.00/BOW/NHAI
Beam, Side Plate (32 mm thick /17

M.S. Plate) with Bottom Long

Beam side plate (25 mm thick

[ Stiffener Plate (25 mm thick ‘ RDSO/B-10435/9 PCC/54.00/BOW/NHAI

M.S. Plate)
18). | Stiffener Plate (25 mm thick RDSO/B-10435/9 PCC/54.00/BOW/NHAI
/18

M.S. Plate) with Hanger (25 mm
| thick M.S. Plate) & Bottom |
~ Long Beam (25 mm thick M.S. ~
Plate)
Diaphragm Plate (16 mm thick RDSO/B-10435/9 PCC/54.00/BOW/NHAL | 42/73-
M. S. Plate ) with Hanger /19 43/73
Joint at LO, Cover Plate (36 mm RDSO/B-10435/4 PCC/54.00/BOW/NHAL | 44/73-
thick M.S. Plate) with Bottom ~ 120 45/73
Long Beam & Arch Beam

211, ‘ Stiffencr Plate (25 mm thick RDSO/B-10435/6 ‘ PCC/54.00/BOW/NHAI
M.S. Plate) with Bottom Cross ~ 121

20). ‘

Beam & Bottom Long Beam
2. ‘ Diaphragm Plate (20 mm thick RDSO/B-10435/2 | PCC/54.00/BOW/NHAL | 48/73-
| /22 49/73

RDSO/B-10435/5 ‘PCCIS4.UOIBOW)’NHAI 50/73-

M. S. Plate ) with Arch Beam
23). | Diaphragm Plate {Shipping

\Mark-. DP1 & DP2} (16 mm & 123 51/73

20 mm thick M. S. Plate resp.) ~
with Bottom Long Beam ,

24). | Diaphragm Plate (10 mm thick RDSO/B-10435/3 ‘ PCC/54.00/BOW/NHAL | 52/73-
M. S. Plate ) with Top Tie Beam | 124 53/73

25). | Diaphragm Plate (10 mm thick RDSO/B-10435/3 \ PCC/54. 00/BOW/NHAT | 54/73- |
M. S. Plate ) with Top Lateral 125 55/73
Bracing Beam ‘

26). | Bottom Cross Beam Angle Cleat RDSO/B-10435/6 | PCC/54.00/BOW/NHAI 56/73- |
(L150X150X15) with Bottom 126 57173
Long Beam Side Plate (25 mm
thick M.S. Plate)

27). | Stiffener Plate (25 mm thick RDSO/B-10435/4 | PCC/54.00/BOW/NHAI | 58/73-
M.S. Plate) with Arch Beam & 127 59/73

Bottom Long Beam
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WELDING PROCEDURE SPECIFI CATION SHEET

’728). Bottom Long Beam Joint, Cover —I_RDSOr’B-lO435f5 PCC/54.00/BOW/NHAI | 60/73-
Plate (32 mm thick M_S. Plate) /28 61/73
with Top & Side Plates

29). | Arc Beam Joint, Cover Plate (32 | RDSO/B-10435/2 PCC/54.00/BOW/NHAI | 62/73-
mm thick M.S. Plate) with Top /29 63/73
& Side Plates
30). | Top Tie Beam with Arc Beam & RDSO/B-10435/3 | PCC/54.00/BOW/NHAT 64/73-
Hanger /30 65/73
31). | Top Lateral Bracing Beam with RDSO/B-10435/3 PCC/54.00/BOW/NHAI | 66/73-
B Top Tie Beam & Arc Beam. | /31 67/73
32). | Stiffener Plate (25 mm thick RDSO/B-10435/3 PCC/54.00/BOW/NHAI | 68/73-
M.S. Plate) with Top Tie Beam, V32 69/73
Top Lateral Bracing Beam &
Arch Beam.
33). | Stud Shear Connector on Top RDSO/B-10435/6 PCC/54.00/BOW/NHAI | 70/73-
Flanges of Bottom Cross Beam /33 71773
34). | TACK Weld All relevant PCC/54.00/BOW/NHAL | 72/73-
drawings on the /34 73/73
above

e falthe of TG %Rl Fadl (ﬁa) ﬁ'atgpo( Signiaturs of
Dyfm “higtEigmeer{Br.) Chier Engicer (Bridge) R.0.8.0 (Lucknow)
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WELDING PROCEDURE SPECIF ICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Reference Drawing No.

2). Weld Joint Description
3). Base Metal
4). Welding Process
5). Welding Position
6). Welding Consumable: -
6.1). Electrode/Wire

DIA

Class

Type

Drying
6.2). Flux

Class

Type

Drying Method
6.3). Shielding Gas
7.1). Joint design detail

Contractor

Prrial
&

6' ‘< i -

S0

10

:M/s. Punia Canstruction Company
Mangali Kutiya, 8KM Stone on Tosham Road, Hisar

:PCC/54.00/BOW/ NHAI/01

: RDSO/B-10435/1 & RDSO/B-10435/5
Bottom Long Beam Top Plate (25 mm thick M.5.
Plate) with Side Plate (25 mm thick M.S. Plate)

: Fillet (10mm)

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

. FCAW

: Horizontal

: 1.2 mm

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

: Flux Cored wire

:N.A.

'N.A

:N.A

:N.A

: Co2

:As per Sketch shown below:

“25mm

Hodlo artérﬁsn'(( Td w0

Asslt. Reseafch Officer/M&C
el WHTerd/ Ministry of Railways
loloHToTo, T@% /R.D.S 0., Lucknow
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WELDING PROCEDURE SPECIF ICATION SHEET

7.2). Joint Preparation : As per 1S:43&WBC-2011-CL12
8). Welding Current JDC
Polarity ' Reverse
9). Welder qualification 1 As per IS:7310 (Part-1), 18:7307 (Part-1) & IS: 817

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

Weld | Electrode/Wire | Current [ Arc Wire Travel Electrode | Gas flow
pass ‘ dia. (in mm) (in Amp.) voltage feed speed stick out | (Ltr. /min.)
no. (1n volt) speed (m | (m/min.) (mm)
- | /min.) S
1 1.2 220-300 26-31 5.0-55 | 0.20-0.25 10 15-22
2 1.2 220-300 26-31 5.0-55 | 0.20-025 10 15-22
L 3 1.2 220-300 26-31 5.0-55 | 0.20-0.25 10 J 15-22
10.2) Welding sequence &technigues :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 P NLA,
14). Pre-heating &inter pass temperature : Min. 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 Weld as
per C1.32.2 of 1S:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.P test.
18). Inspection of weld : Visual, D.P. Test& weld gauge
19). Any other relevant detail : None

Hodjo :ﬂﬁrﬁa@ Tq 4T

Asstt. Reseafch Officer/M&C
I FATETd / Ministry of Railways
lo3{0RTo%o, T&TE /R.D.S 0., Lucknow
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WELDING PROCEDURE SPECIFICATI ON SHEET

Name & Address of fabricator

Welding Procedure Specification No,

1). Reference Drawing No.

2). Weld Joint Description
3). Base Metal
4). Welding Process
5). Welding Position
6). Welding Consumable: -
6.1). Electrode/Wire

DIA

Class

Type

Drying
6.2). Flux

Class

Type

Drying Method
6.3). Shielding Gas
7). Base Metal Preparation

7.1). Joint design detail

:M/s. Punia Construction Company
Mangali Kutiya, 8KM Stone on Tosham Road, Hisar

:PCC/54.00/BOW/NHAI/02

: RDSO/B-10435/1 & RDSO/B-10435/5

Bottom Long Beam Top Plate (25 mm thick M.S.

Plate) with Side Plate (25 mm thick M.S. Plate)
: Fillet (10mm)
: Plates IS: 2062-2011, E-350 Gr. BO
1 SAW
: Flat inclined at 45°

:4.00 mm

: Class W2 of IRS M-39/2020,

: Copper coated mild steel wire
:NLA.

: F2 of IRS M-39-2020

: Agglomerated

: 250°C for one hour before use
:N.A

: fusion face and adjacent surface are cleaned, made
Free from cracks, notches, mill scale, grease, paint, rust

Etc. which may affect weld quality.
:As per Sketch shown below:

Fabricating™
Agency
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation
8). Welding Current
Polarity
9). Welder qualification
10). Welding parameters& techniques :
10.1) Welding parameters

: As per IS:4353&WBC-2011-CL 12

D
: Reverse

: As per [S:7310 (Part-1), & IS: 817

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
pass | dia. (in mm) (in Amp.) voltage feed speed (Ltr. /min.)
no. (in volt) speed (m | (m/min.)

| /min.)
1 [‘ 4.00 550-600 28-32 1L.5-1.8 | 0.45-0.55 N.A

10.2) Welding sequence &techniques T N.A,

[ | |

i

R e mem—

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 : N.A.
14). Pre-heating &inter pass temperature : Min. 100°C.- 1500C.
15). Peening tNA,
16). Post weld treatment i NLA,

17). Rectification of weld defect

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

Fabnicatin
Agerncy

g)

4&} Chief Eps
el vy KA
§.E.C Rallway, Bilaspur

: By grinding of the defective

weld &rectifying the Weld as

per Cl.32.2 of 15:9595-96,82 class
of electrode of specification IRS M-
28/20 after conduction D.P test.
: Visual, D.P. Test& weld gauge

: None

Signatug
)ﬂfe’e?fg;‘dge ¥

S.ELC. Railway{Bilaspur)
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Signature of
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WELDING PROCEDURE SPECIFICATION SHEET

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

Welding Procedure Specification No. :PCC/54.00/BOW/NHAI/03

1). Reference Drawing No. : RDSO/B-10435/1 & RDSO/B-10435/9
Hanger Box Top & Bottom Plate (32 mm thick M.S. Plate)
with Side Plate (25 mm thick M.S. Plate)

2). Weld Joint Description : Fillet (20mm)

3). Base Metal : Plates [S: 2062-2011, E-350 Gr. BO
4). Welding Process :SAW

5). Welding Position : Flat inclined at 45°

6). Welding Cornsumable: -
6.1). Electrode/Wire

DIA :4.00 mm
Class : Class W2 of IRS M-39/2020,
Type : Copper coated mild stee| wire
Drying ‘N.A.
6.2). Flux
Class : F2 of IRS M-39-2020
Type : Agglomerated
Drying Method : 250°C for one hour before use
6.3). Shielding Gas :N.A
7). Base Metal Preparation : fusion face and adjacent surface are cleaned, made
Free from cracks, notches, mill scale, grease, paint, rust
Etc. which may affect weld quality.
7.1). Joint design detail :As per Sketch shown below:
132 mm
& h
10 mm
814 mm % +=25m

Hodfo ﬂﬁﬁﬂﬁ( vq To

Asstt. Reseafch Officer/M&C
X FAT / Ministry of Railways
fo3{oHo%o, FETH /R.D.S 0., Lucknow

Signat 1 Signature of
Chief teer (Bridge) RO 2.0 {Lucknon
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation © As per IS:4353&WBC-2011-CL12
8). Welding Current =D

Polarity : Reverse
9). Welder qualification : As per IS:7310 (Part-1), & 1S: 817

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

Weld ‘ Electrode/Wire | Current | Arc Wire Travel Electrode | Gas flow
pass | dia. (in mm) (in Amp.) voltage feed speed stick out | (Ltr. /min.)
no. (in volt) speed (m | (m/min.) | (mm)
/min.)
1 ‘ 4.00 550-600 28-32 1.5-1 .Si 0.45-0.55 20
10.2) Welding sequence &techniques N.A.
1 IJ—:
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 :N.A.
14). Pre-heating &inter pass temperature : Min. 100°C.- 150°C,
15). Peening iNLA,
16). Post weld treatment :N.A,

17). Rectification of weld defect

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

W""fg i
o
r¢ of W H‘:{f- ;

\ “Dy.
P o ot

Fabncatlrg, pactor
Agency

s

: By grinding of the defective

weld &rectifying the Weld as

per C1.32.2 of 15:9595-96,82 class
of electrode of specification IRS M-
28/20 after conduction D.P test.
+ Visual, D.P. Test& weld gauge

: None
Hodfo mﬁma Tq ¥¥T0

Asstt. Reseafch Officer/M&C
e HATT / Ministry of Railways
fo3foHTo%o, FETH /R.D.S 0., Lucknow

V= ) Signat of Signature of
IS I! ) Chiaf ineer (Bridge) R.D.5.0 {Lucknow)
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Reference Drawing No.

2). Weld Joint Description
3). Base Metal
4). Welding Process
5). Welding Paosition
6). Welding Consumable: -
6.1). Electrode/Wire

DIA

Class

Type

Drying
6.2). Flux

Class

Type

Drying Method
6.3). Shielding Gas
7.1). Joint design detail

Sionaiuet (NARES
' OO

Fabricating t? *ﬁt ¥

Agency *

12|Pag

1y

:M/s. Punia Construction Company

Mangali Kutiya, 8KM Stone on Tosham Road, Hisar

:PCC/54.00/BOW/NHAI/04

:RDSO/B-10435/1 & RDSQO/B-10435/2

Arch Bearn Bottom Plate (25 mm thick M.S. Plate)
with Side Plate (25 mm thick M.S. Plate)
i Fillet (10mm)
: Plates IS: 2062-2011, E-350 Gr. BO

: FCAW
: Harizontal

:1.2 mm

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

: Flux Cored wire

N.A.

:NLA

:NLA

:NLA

: Co2

:As per Sketch shown below:

5

i |
E I
f

G e el Yerd, Ry
~

Hodfo Ifer g IdTo

Asslt. Research Officer/M&C

Xe HATeY / Ministry of Railways
lo3foRTo¥o, &% /R.D.S O., Lucknow

Sigratuseof Signature of
Chiel Epeffieer (Bridyge) R.0.5.O {Lucknow)

5.E.C. Raliway(Bi#azpur) Ministry of Rattways

q,

S.E.C Rallway, Bilaspur
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation
8). Welding Current
Polarity
9). Welder qualification
10). Welding parameters& techniques -
10.1) Welding parameters

+1DC
: Reverse

 As per [S43&WBC-2011-CL12

: As per IS:7310 (Part-1), 18:7307 (Part-1) & IS: 817

Weld ' Electrode/Wire | Current Arc Wire | Travel [ Electrode GGas flow
pass | dia. (in mm) (in Amp.) voltage feed speed stick out | (Ltr. /min.)
no. (in volt) speed (m | (m/min.) (mm)
— — e ] ] | /min.) | et
‘ 1 T 1.2 220-300 26-31 5.0-55 | 0.20-0.25 10 15-22
N —
2 [.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
10.2) Welding sequence &techniques i N.A,
11). Provision of run on/run off tabs : N.A.
12). Cleaning of weld bead before laying of next weld bead  :ves
13). Root preparation before Welding :N.A,
14). Pre-heating &inter pass temperature : Min. 100°C.- 150°C,
15). Peening " N.A,
16). Post weld treatment :NLA,

17). Rectification of weld defect

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

: By grinding of the defective

weld &rectifying the Weld as

per C1.32.2 of 15:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.P test.
: Visual, D.P. Test& weld gauge

: None

e} ¥,
S.E.C Ra"\qay’ B"aspu'.

Hodlo 3Tfer

Asstt. Reseafch Officer/M&C
X e / Ministry of Railways
fodfoRTowo, T@TE /R.D.S O., Lucknow

Signatug
Chiief Epgificer {Bridge)

S.EC, Ratway(Bitazpur)

Signhature of
R.D .S O {Lucknow

Kinisiry of Railways
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Reference Drawing No.

2). Weld Joint Description
3). Base Metal
4). Welding Process
5). Welding Position
6). Welding Consumable: -
6.1). Electrode/Wire

DIA

Class

Type

Drying
6.2). Flux

Class

Type

Drying Methad
6.3). Shielding Gas
7). Base Metal Preparation

7.1). Joint design detail

:M/s. Punia Construction Company

Mangali Kutiya, 8KM Stone on Tosham Road, Hisar

PCC/54.00/BOW/ NHAI/05

:RDSO/B-10435/1 & RDSO/B-10435/2

Arch Beam Bottom Plate (25 mm thick M.S. Plate)
with Side Plate (25 mm thick M.S. Plate)

: Fillet (10mm)

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

: Flat inclined at 45°

:4.00 mm

: Class W2 of IRS M-38/2020,

: Copper coated mild steel wire
:N.A.

: F2 of IRS M-39-2020

: Agglomerated

: 250°C for one hour before use

P NLA

: fusion face and adjacent surface are cleaned, made

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

Etc. which may affect weld quality.

:As per Sketch shown below:

25 R

A= ",

Fodlo 31

Tq ¥dTo

Asstt, Research Officer/M&C
Y& HATed / Ministry of Railways
lo3{oHToWo, TS /R.D.S O., Lucknow

Signaty
Chief Epafficer (Bridge)
L f Qibaay 1Bila: Lr 5.E.C. Rattway{Bilaspur) hinistry of Railways
R TRl 3, Rerdly
L ) EL
‘i?‘?\ S.E.C Rallway, Bilaspyr

Signaturs of
R.D 5.0 {Lucknow)

Fabricating
Agency
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation t Agper IS:4353&WBC-2011-CL12
8). Welding Current 52 @

Polarity : Reverse
9). Welder qualification t As per [S:7310 (Part-1), & [S: 817

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

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

/min.)
1 4.00 550-600 28-32 1.5-1.8 | 0.45-0.55 20 N.A
10.2) Welding sequence &techniques :N.A.
A

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 : N.A.

14). Pre-heating &inter pass temperature : Min. 100°C.- 150°C.

15). Peening s N.A,

16). Post weld treatment s N.A.

17). Rectification of weld defect : By grinding of the defective

weld &rectifying the Weld as
per C1.32.2 of 15:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.P test.
18). Inspection of weld : Visual, D.P. Test& weld gauge
19). Any other relevant detail :None

Hodfo 3AfEK g ITo

Asstt, Reseafch Officer/M&C

& HATET™ / Ministry of Railways
103foHToFo, T@TE /R.D.S 0., Lucknow

Sigha J;E' \:qu f{ma 1 C'T) i Signa s Ot . _ Srgﬂﬂ%ur& of
CQ D)D? ﬁie" l) Chiaf ireer (Bridgel R0 5O {Lucknow)
. I. ’
Fabricatin ey 3 ] S.E G Railway(Bilaspur) hiinisisy of Railways
s < 4 & o

8 |' . § S.E.C Railway, Bllaspur
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator :M/s. Punia Construction Company
Mangali Kutiya, 8KM Stone on Tasham Road, Hisar

Welding Pracedure Specification No. :PCC/54.00/BOW/NHA!/06

1). Reference Drawing No. : RDSO/B-10435/1 & RDSQ/B-10435/6
Int. Bottom Cross Beam {Shipping Mark:BCB1/BCRB2}
Web Plate (16 mm thick M.S. Plate) with Top Flange
Plate (20 mm thick Plate) Bottom Flange (28 mm thick Plate)

2). Weld Joint Description : Fillet (12mm)

3). Base Metal : Plates IS: 2062-2011, E-350 Gr. BO
4). Welding Process 1 SAW

5). Welding Position : Flat inclined at 45°

6). Welding Consumable: -
6.1). Electrode/Wire

DIA :4.00 mm
Class : Class W2 of IRS M-39/2020,
Type : Copper coated mild steel wire
Drying ‘N.A.
6.2). Flux
Class : F2 of IRS M-39-2020
Type : Agglomerated
Drying Method : 250°C for one hour before use
6.3). Shielding Gas :N.A
7). Base Metal Preparation : fusion face and adjacent surface are cleaned, made
Free from cracks, notches, mill scale, grease, paint, rust
Etc. which may affect weld quality.
7.1). Joint design detail :As per Sketch shown below:
e # E
L ] E
T EmT
r 7 i ,v.L._:-i_ __{ !

Hodlo fer Td ¥dTo

Asstt. Reseafch Officer/M&C

X e / Ministry of Railways
fo3{oHTo%o, TGS /R.D.S O., Lucknow

A Signatuse Signature of
993L 1 J;Cheepga%gygﬂagm R.0.5.O (Lucknow)
eﬁiﬁ.ﬁiuﬁi*} S.E.C. RatwayiBilaspur)  Ministry of Railways
’ N 23 g e Yo, Reraq
16| Page ‘\‘\ﬁ S.E.C Railway, Bilaspur
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation : As per [S:4353&WBC-2011-CL12
8). Welding Current : DC

Polarity : Reverse
9). Welder qualification : As per I8:7310 (Part-1), & IS; 817

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

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
pass | dia. (in mm) (in Amp.) voltage feed speed stick out | (Ltr. /min.)
no. (in volt) speed (m | (m/min.) (mim)
/min.)
1 4.00 550-600 28-32 1.5-1.8 | 0.45-0.55 20 N.A
10.2) Welding sequence &techniques :N.A.
e
e e o
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 s NLAL
14). Pre-heating &inter pass temperature : Min. 100°C.- 150°C.
15). Peening : N.A,
16). Post weld treatment s NLA.
17). Rectification of weld defect : By grinding of the defective

weld &rectifying the Weld as
per Cl.32.2 of 15:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.P test.
18). Inspection of weld : Visual, D.P. Test& weld gauge
19). Any other relevant detail : None

Q'ﬁ HodTo aTfeN T w@To
Asstt. Research Officer/M&C

Xa WATerd / Ministry of Railways

1] fodfoRToTo, T@TE /R.D.S 0., Lucknow

Signa rof Signature of
@a):hiaf neer (Bridge} R.D.S.0 {Lucknow}

(Br.) S.EC Rawway(Bilaspur)  Ministry of Raiiways

Signaturs’of

Dy ww aheidpyet

e

8.E.C Rallway, 'Bilaspur
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator :M/s. Punia Construction Company

Mangali Kutiya, 8KM Stone on Tosham Road, Hisar
Welding Procedure Specification No. :PCC/54.00/BOW/NHAL/07
1). Reference Drawing No. : RDSO/B-10435/1 & RDSO/B-10435/6

Int. Bottom Cross Beam {Shipping Mark:BCB1/BCB2}
Stiffener Plate (12 mm thick M.S. Plate) with Web
Plate (16 mm thick M.S. Plate))

2). Weld Joint Description : Fillet (08mm)

3). Base Metal : Plates IS: 2062-2011, E-350 Gr. BO
4). Welding Process : FCAW

5). Welding Position : Vertical

6). Welding Consumable: -
6.1). Electrode/Wire

DIA :1.2mm
Class :Flux Cored Welding wire, Class 1 of IRS M-46/20,
Grade E71T-12 as per IS/AWS Spec.:A5.20M:2005
(R2015)
Type : Flux Cored wire
Drying :NLA,
6.2). Flux
Class :N.A
Type :N.A
Drying Method :NLA
6.3). Shielding Gas : Co2
7.1). Joint design detail : As per Sketch shown below:
h:;% T W mm
T
) \ ik |
(Varies 748 1o 1092 M) 4 R*--L»—-“.___ r\ gm‘m
: \ % N '\ & mum
V2 mm thick Stidfener . _"_fl k|
3R |
e ARLY J_
EN_H__“MJ TES m
\ 300 mm

JodHo Iy Tq IdTo

Asstt, Reseafch Officer/M&C

I HATE™ / Ministry of Railways
10&foHToHo, T@TE /R.D.S O., Lucknow

' (ga) Sign, of Signature of
Dgﬁ@m' &ﬂﬂﬂ Chist ineer (Bridge] R.D S G (Lucknow)

mwm,a S.E.C. Ratway(Bilaspur)  Ministry of Raitways

S.E.C Rallway, Bilaspur
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current
Polarity

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

: As per IS:43&WBC-2011-CL12

:19C

: Reverse

2 As per IS:7310 (Part-1), 1S:7307 (Part-1) & IS: 817

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

/min.) I o
1.2 220-300 26-31 3.0-55 | 0.20-025 10 15-22
1.2 220-300 26-31 5.0-55 | 0.20-025 10 15-22
220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22 i
10.2) Welding sequence &technigues P NLA.
11). Provision of run on/run off tabhs :NLA.
12). Cleaning of weld bead before laying of next weld bead - Yes
13). Root preparation before Welding i NLA,
14). Pre-heating &inter pass temperature : Min. 100°C.- 150°C.
15). Peening P NLA,
16). Post weld treatment :NLA.

17). Rectification of weld defect

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

2130 G e

: By grinding of the defective

weld &rectifying the Weld as

per C1.32.2 of 15:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.P test.
: Visual, D.P. Test& weld gauge

: None

8.E.C Rallway, Bilaspur

o (= s Signat
18 Shiel gTieer (Bridgs)

n - /5 )
#FEBLAST) 5 E.C RaiwayiBlaspur)
vord, Rime

Hodfo mﬁﬁﬂm g ¥qTo

Asstt, Research Officer/M&C
& HATE / Ministry of Railvays
losfoHfoHo, &7 ,/R.D.S O., Lucknow

Signature of

R.D.2.0 (Lucknow)

Ministry of Ratways
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WELDING PROCEDURE SPECTFICATION SHEET

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

Welding Procedure Specification No. ‘PCC/54.00/BOW/NHAI/08

1). Reference Drawing No. : RDSG/B-10435/1 & RDSO/B-10435/6
Int. Bottom Cross Beam{Shipping Mark: BCB1/BCB2} Cross
Frame Channel (ISMC- 150) with Stiffener Plate (12 mm thick

M.S, Plate)
2). Weld Jeint Description : Fillet (06mm)
3). Base Metal : Plates IS: 2062-201 1, E-350 Gr. BO & Channe IS: 2062-2011,
E-35Gr. BO
4). Welding Process : FCAW
5). Welding Position : Overhead (Welding at Bridge site)
6). Welding Consumable: -
6.1). Electrode/Wire
DIA :1.2mm
Class :Flux Cored Welding wire, Class 1 of IRS M-46/20,
Grade E71T-12 as per IS/AWS Spec.:A5.20M:2005
(R2015)
Type : Flux Cored wire
Drying :NLA.
6.2). Flux
Class :NLA
Type :N.A
Drying Method CNLA
6.3). Shielding Gas $Co2
7.1). Joint design detail ‘As per Sketch shown below:

Cross Frame Channel
iISMC-150

[ 300 mm
|
Hodfo ey g ¥<lo
‘: ) Asslt. Reseafch Officer/M&C
; "’ 4 WA / Ministry of Railways
et. \* r fo3joHToTo, T@TH /R.D.S 0., Lucknow
Signaagﬂ. i Sy i Sionatuse"of Signaturs of
«e o Dyag:ﬁg. HLT {Qﬁ) cmwe:‘:;ndge; R D.S.0 (L ueknow)
Q&:\? SDybcwe:!mE : 2 e Railway{Bitaspur) Ministry of Raitways
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Weldin

9). Welder

g Current
Polarity
qualification _

¢ As per IS:43&WBC-2011-CL12

0 I

: Reverse

: As per 1S:7310 (Part-1), 1S:7307 (Part-1) & 1S: 817

10). Welding parameters& techniques -

10.1) Welding parameters
Weld |—E!ef:{roder’\FVire Current Arc Wire Travel Electrode | Gas flow
pass | dia. (in mm) (in Amp.) voltage feed speed stick out | (Ltr. /min.)
no. (in volt) speed (m | (m/min.) (mm)
PR | - _fAmiy | i
1 1.2 220-300 26-31 5.0-5.5 | 0.20-025 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 5.0-55 0.20-0.25 10 15-22
L v K -l - _ |
10.2) Welding sequence &techniques tNLA.
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 T NLA.
14). Pre-heating &inter pass temperature : Min. 100°C.- 1509C.
15). Peening :NLA,
16). Post weld treatment : N.A.

17). Rectification of weld defect

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

hiel Eng

2 Ui L {
%‘i%“—;uﬁ :

T '!I'-;;j-{;; 3 Signat i
vdgé#‘ ‘Chief Epafficer (Bridge)

hieer ;aﬁ,, _
i ., - = o Rathway|Bilaspur)
et el

: By grinding of the defective

weld &rectifying the Weld as

per Cl.32.2 of 1S:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.P test.
: Visual, D.P. Test& weld gauge
: None

Fodo IAfex g I9ro

Asstt. Reseafch Officer/M&C

e WA/ Ministry of Railways
fosjofoo, F@TF /R.D.S O., Lucknow

Signature of
R.D.5.0 {Lucknow)

Minisiry of Railways

8.E.C Raliway, Bifaspur
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Int. Cress Beam

WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Reference Drawing No.

2). Weld Joint Description
3). Base Metal
4). Welding Process
5). Welding Position
6). Welding Consumable: -
6.1). Electrode/Wire

DIA

Class

Type

Drying
6.2). Flux

Class

Type

Drying Method
6.3). Shielding Gas
7.1). Joint design detail

:M/s. Punia Construction Company
Mangali Kutiya, 8KM Stone on Tosham Road, Hisar

: PCC/54.00/BOW/NHAI/09

: RDSO/B-10435/1 & RDSO/B-10435/6
Int. Bottom Cross Beam{BCB I/BCB2} Top Flange Cover Plate
(25 mm thick Plate), Web Cover Plate (16 mm thick Plate) &
Bottom Flange Cover Plate (32 & 20 mm thick Plate) with
Int. Cross Beam.)
: Fillet (14mm)
: Plates [S: 2062-2011, E-350 Gr. BO
: FCAW
: Horizantal-Vertical (Welding at Site)

1.2 mm

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

: Flux Cored wire

:N.A.

NLA

N.A

NA

: Co2

:As per Sketch shown below:

/g;JiLGﬂL
rd ! =
s { =25 mun thick Cover Plate
: 2 —

v e mm oo artﬁaz o T

Asslt. Research Officer/M&C
e HATEd / Ministry of Railways
lodfoRToFo, T&Te/R.D.S 0., Lucknow

Hottom Flange Cover Plate (32 mm thick)

Signature of
R.D.S.0 (Lucknow)
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WELDING PROCEDURE SPECIFICATION_SHEET

7.2). Joint Preparation * As per IS:43&WBC-2011-CL12
8). Welding Current :DC
Polarity : Reverse
9). Welder qualification : As per 1S:7310 (Part-1), 1S:7307 (Part-1 )& IS: §17

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

Electrode | Gas flow

Weld | Electrode/Wire Current Arc Wire

pass | dia. (in mm) (in Amp.) voltage feed speed stick out | (Ltr, /min.)

no. (in volt) speed (m | (m/min.) (mm)

- lenn ] | /min.) e B {
1 1.2 220-300 26-31 5.0-55 | 0.20-0.25 10 15-22
2 1.2 220-300 26-31 50-55 | 0.20-0.25 10 15-22
3 1.2 220-300 26-31 5.0-55 | 0.20-0.25 10 15-22 '

10.2) Welding sequence &techniques tNLA.
11). Provision of run on/run off tabs *NA.
12). Cleaning of weld bead before laying of next weld bead  -Yes
13). Root preparation befare Welding i NLA.
14). Pre-heating &inter pass temperature : Min. 100°C - 150°C.
15). Peening tN.A.
16). Post weld treatment T N.A,
17). Rectification of weld defect : By grinding of the defective
weld &rectifying the Weld as
per Cl.32.2 of 1S:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.P test.
18). Inspection of weld : Visual, D.P. Test& weld gauge
19). Any other relevant detail : None

N, Hodfo Wﬁﬁﬁj 79 Mo

: Asstt. Reseafch Officer/M&C
é' Xl AT/ Ministry of Railways

fo3{oHTo%o, F@TH /R.D.S 0., Lucknow
Signajure of UA
Dy. ShkthhrsOR

K. S Signaturg Signatire of
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g
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Reference Drawing No.

2). Weld Joint Description
3). Base Metal
4). Welding Pracess
5). Welding Position
6). Welding Consumable: -
6.1). Electrode/Wire

DIA

Class

Type

Drying
6.2). Flux

Class

Type

Drying Method
6.3). Shielding Gas
7). Base Metal Preparation

7.1). Joint design detail

:M/s. Punia Construction Company

Mangali Kutiya, 8KM Stone on Tosham Road, Hisar

: PCC/54.00/BOW/NHAI/10

: RDSO/B-10435/1 & RDSO/B-10435/6

End Bottom Cross Beam {Shipping Mark: BCB3} Top & Bottom
Plate (32 mm thick M.S. Plate) with Side Plate (25 mm thick M.S.
Plate)

t Fillet (14mm)

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

:Flat inclined at 45°

:4.00mm

: Class W2 of IRS M-38/2020,

: Copper coated mild steel wire
N.A.

: F2 of IRS M-39-2020

: Agglomerated

:150°C for one hour before use

:N.A

: fusion face and adjacent surface are cleaned, made

Free from cracks, notches, mill scale, grease, paint, rust
Etc. which may affect weld quality.

: As per Sketch shown below:

i

ey

';'. .‘\ Hodlo e Td o

%
3) 0\“6;\‘5“&
Si : y Bt
vl

Asstt, Research Officer/M&C
& 3T / Ministry of Railways
lo3{oHT0%o, T&% /R.D.S O., Lucknow

'Kg‘ﬁ) Signa af Signature of
éﬁgmr) Chiet Eadineer (Bridge) R.D.5.0 (Lucknow)

= S o Railway(Bilaspur hbimistry of Raitways
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation
8). Welding Current
Polarity
9). Welder qualification
10). Welding parameters& technigues :
10.1) Welding parameters

- DE
: Reverse

: As per [S:4353& WBC-20] I-CLi2

D Asper IS:7310 (Part-1), & 1S: 817

17). Rectification of weld defect

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

e ;. 7

TN B e Wy @H) Signat af
Dy Chias ErgMPer B)iag! Chief Epgfesr (Bridge)
.

Weld | Electrode/Wire | Current Arc Wire ' Travel Electrode | Gas flow
pass ‘ dia. (in mm) (in Amp.) voltage feed speed stick out | (Ltr. /min.)
no. (in volt) speed (m | (m/min.) (mm)
| | /min.) |
4.00 550-600 ( 28-32 S5-1.8 A45-0, :
_ 5 _3 1.5-1 0.45-0.55 20 N N.A
10.2) Welding sequence &techniques S N.A.
Ty

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 S NLA,

14). Pre-heating &inter pass temperature : Min. 100°C.- 150°C.

15). Peening P N.A

16). Post weld treatment tN.A.

: By grinding of the defective

weld &rectifying the Weld as

per Cl.32.2 of 15:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.P test.
: Visual, D.P. Test& weld gauge

: None
Hodo :ﬂﬁ%ﬂ Qe ¥To

Asstl, Research Officer/M&C
@ AT / Ministry of Railways
lo3{oHTo%o, TGTG /R.D.S O., Lucknow
Signature of
RSO (Lucknow)

3.E.C. Raitway{Bdaspur) Mimistry of Raitways

8.E.C Railway, Bilaspur
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator :M/s. Punia Construction Company
Mangali Kutiva, 8Km Stone on Tosham Road, Hisar

Welding Procedure Specification Nao. : PCC,’Sd.,OO,’BOWfNHAI}Il

1). Reference Drawing No. :RDSO/B-10435/1 & RDSO/B-10435/6
End Bottom Cross Beam {BCB3} Top Flange Cover Plate
(40 mm thick Plate), Web Cover Plate (28 mm thick Plate)
& Bottom Flange Cover Plate (40 mm thick Plate) with Int.

Cross Beam:.
2). Weld Joint Description : Fillet (20mm)
3). Base Metal : Plates IS: 2062-2011, E-350 Gr. BO
4). Welding Process : FCAW
5). Welding Position : Horizontal-Vertical ( Welding at Bridge Site)
6). Welding Consumable: -
6.1). Electrode/Wire
DIA :1.2 mm
Class :Flux Cored Welding wire, Class 1 of IRS M-46/20,
Grade E71T-12 as per IS/AWS Spec.:A5.20M:2005
(R2015)
Type : Flux Cored wire
Drying :N.A,
6.2). Flux
Class :N.A
Type :N.A
Drying Method :N.A
6.3). Shielding Gas :Co2
7.1). Joint design detail :As per Sketch shown below:
~ 20 g
_./., e
7 40 mm thick Cover Plate
T e —

ey
o

End Cross Beam  ———— e

{@

Z ;J \_in20 mm
“Cover Plawe [ —dfnsl ¥
e | " ; | o
(28 mm thick) T Bottam Flange Cover Plate (40 mm thick)
I g Hodfo Ifex Tq ¥4T0
| . 4‘ Asstt, Reseafch Officer/M&C
& HATET™ / Ministry of Railways

I 103{0HT0%o, FETH /R.D.S 0., Lucknow
A “Signg " 0 Signatur Sianature of
2 o, egii 2 & Eniere Eer (Brigge) RO 5.0 {Lucknow:

} Ny’
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SI0F 118 et e £
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current
Polarity

9). Welder qualification

t As per [S:43& WBC-2011-CL12

DO

: Reverse

P As per [S:7310 (Part-1), I1S:7307 (Part-1) & IS: 817

10). Welding parameters& techniques :

10.1) Welding parameters

’We]d Electrode/Wire Current
pass | dia. (in mm) (in Amp.)

no.

220-300

12 220-300

220-300

10.2) Welding sequence &techniques
11). Provision of run on/run off tabs

Arc Wire Travel Electrode | Gas flow
voltage feed speed stick out | (Lir. /min.)
(in volt) speed (m | (m/min.) (mm)

/min.)
5.0-5.5 | 0.20-0.25 10 15-22

5.0-5.5 | 0.20-0.25

26-31

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

13). Root preparation before Welding tNLA,
14). Pre-heating &inter pass temperature : Min. 100°C.- 1500¢.
15). Peening P NLA,
16). Post weld treatment P NLA,

17). Rectification of weld defect

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

L=

: By grinding of the defective

weld &rectifying the Weld as

per Cl.32.2 of 15:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.p test.
: Visual, D.P. Test& weld gauge
: None

Hodfo 3TfEr g AT

Asstt, Research Officer/M&C

X ATEr / Ministry of Railways
lo3foRToHo, T@TE /R.D.S 0., Lucknow

.
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator ‘M/s. Punia Construction Company
Mangali Kutiya, 8K Stone on Tosham Road, Hisar

Welding Procedure Specification No. : PCC/Sd.OO!BOW[NHAl/IZ

1). Reference Drawing No. :RDSO/B-10435/1 & RDSO/B-10435/3

Top Tie Beam, Top & Bottom Plate (20 mm thick M.S. Plate)
with Side Plates (20 mm thick M.S, Plate))

2). Weld Joint Description : Fillet (10mm)

3). Base Metal : Plates |S: 2062-2011, E-350 Gr. BO
4). Welding Process : SAW

5). Welding Pasition : Flat inclined at 459

6). Welding Consumable: -
6.1). Electrode/Wire

DIA :4.00 mm
Class : Class W2 of RS M-39/2020,
Type : Copper coated mild steel wire
Drying :NLA.
6.2). Flux
Class 1 F2 of IRS M-39-2020
Type : Agglomerated
Drying Method : 250°C for one hour before use
6.3). Shielding Gas T NLA
7). Base Metal Preparation : fusion face and adjacent surface are cleaned, made
Free from cracks, notches, mill scale, grease, paint, rust
Etc. which may affect weld quality.
7.1). Joint design detail : As per Sketch shown below:
i-g_h_h_'_'__.__.i p] Crver
- F__ X

Todo mﬁﬁﬂr@ e ¥3T0

(/ Asstt. Reseafch Officer/M&C

: X HAH / Ministry of Railways
= ‘.\ fo3foHTo%o, TG /R.D.S O., Lucknow
y 00 o Stanalure \* B i d’{rh iy fi.}g)é; Sigriat Signature of
. 0 Dy, Gniefd THlineen Bofige el Epeffieers (Bricge) R.D.S5 0O {Lucknow)
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current
Polarity

9). Welder qualification

* As per 1S:4353& WB(C-201 1-CL12
:DC

: Reverse

: As per IS:7310 (Part-1), & IS: 8] 7

10). Welding parametersg techniques
10.1) Welding parameters

Weld |Electr0defWire Current
pass | dia. (in mm)

Arc
voltage
(in volt)

Wire
feed

/min.)

550-600 1.5-1.8

10.2) Welding sequence &technigues

==

11). Provision of run on/run off tabs

12). Cleaning of weld bead before laying of next weld bead
13). Root preparation before Welding

14). Pre-heating &inter pass temperature

15). Peening

16). Post weld treatment

17). Rectification of weld defect

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

| Travel
speed

speed (m ‘ (m/min.)

e ((gg)ym’/

Electrode | Gas flow
stick out | (Ltr, /min.)
(mm)

0.45-0.55

T NLA,

:Yes
:N.A
: N.A.
: Min. 100°C.- 150°C.
NLA
:N.A,
: By grinding of the defective
weld &rectifying the Weld as
per Cl.32.2 of 15:9595-96,82 class
of electrode of specification IRS M-
28/20 after conduction D.p test.
: Visual, D.P. Test& weld gauge

: None
Hoajo Gﬁﬁﬂﬁ 7q I:To

Asstt, Reseafch Officer/M&C
I HATeT™ / Ministry of Railways
fo3oHT0%o, AGTEG /R.D.S O., Lucknow

Signature of
B2 SO {Lucknaw)

E. Rm!wny{Biraapur; Ministry of Raitways

IeTEr
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WELDING PROCEDURE SPECIFICATION SHEET

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

Welding Procedure Specification No. : PCC{54.00;’BOW/NHAI{13

1). Reference Drawing Nao. : RDSO/B-10435/1 & RDSO/B-10435/3

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

2). Weld Joint Description : Fillet (10mm)

3). Base Metal : Plates IS: 2062-2011, E-350 Gr, BO
4). Welding Process 1 SAW

5). Welding Position : Flat inclined at 459

6). Welding Consumable: -
6.1). Electrode/Wire

DIA :4.00 mm
Class : Class W2 of |RS M-39/2020,
Type : Copper coated mild steel wire
Drying " N.A,
6.2). Flux
Class 1 F2 of IRS M-39-2020
Type : Agglomerated
Drying Method : 250°C for one hour before use
6.3). Shielding Gas :NLA
7). Base Metal Preparation : fusion face and adjacent surface are cleaned, made
Free from cracks, notches, mill scale, grease, paint, rust
Etc. which may affect weld quality,
7.1). Joint design detail * As per Sketch shown below:

! e Hogto mﬁﬁﬂm e o
} ! w . ?‘ Asstt, Reseafch Officer/M&C
oG e \\h 0 Y& HATed / Ministry of Railways
R A 7 lo8loHToto, @ /R.D.S O., Lucknow
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current
Polarity

9). Welder qualification

* As per [S:4353& WBC-201 I-CL12
o4 B

: Reverse

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

10). Welding parameters& techniques :

10.1) Welding parameters

Weld | Electrode/Wire | Curront
pass ' dia. (in mm) (in Amp.)
no.

550-600

10.2) Welding sequence &techniques

Arc
voltage
(in volt)

Wire
feed
speed (m
/min.)

Electrode | Gas flow
stick out | (Ltr. /min,)
(mm)

| Travel
speed
(m/min.)

0.45-0.55

cNLA.

11). Provision of run on/run off tabs

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

13). Root preparation before Welding

14). Pre-heating &inter pass temperature

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

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

:Yes
CNA
:NLA,
*Min. 100°C.- 150°C,
: NLA.
tN.A,
: By grinding of the defective
weld &rectifying the Weld as
per Cl.32.2 of IS:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.P test,
: Visual, D.P. Test& weld gauge

:None
Hodfo ﬂﬁﬁ@'ﬂ 7d o

Asstt. Reseafch Officer/M&C
X HAT / Ministry of Railways
[o3foRTo¥o, TETH /R.0D.S O., Lucknow

e Signature of
ittesr (Bricige) RDS O (L icknow
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No,

1). Reference Drawing No.

2). Weld joint Description
3). Base Metal
4). Welding Process
5). Welding Position
6). Welding Consumable: -
6.1). Electrode/Wire

DIA

Class

Type

Drying
6.2). Flux

Class

Type

Drying Method
6.3). Shielding Gas
7.1). Joint design detail

:M/s. Punia Construction Company
Mangali Kutiya, 8Km Stone on Tosham Road, Hisar

: PCC/54.006/BOW/NHAI/14

:RDSO/B-10435/3

Top Tie Beam Joint, Cover Plate (25 mm thick
M.S. Plate) with Top & Side Plates

: Fillet (16mm)

: Plates IS: 2062-201 1, E-350 Gr. BO

| FCAW

: Horizontal-Vertical (Welding at Bridge Site)

1.2 mm

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

: Flux Cored wire

N.A.

N.A

:N.A

:N.A

:Co2

: As per Sketch shown below:

odfo Wﬁﬁﬁ"ﬂ vd v

Asstt. Reseafch Officer/M&C

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

Slgr‘fgqe 31 T é-g{?;-zign.xl e Sigrature of
Dy Chief FIOiste e B 3] s 1) near (Bridge) RD SO {Lurckoicw)
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation " As per [S:43&WBC-20] 1-CL12
8). Welding Current :DC
Polarity : Reverse
9). Welder qualification P Asper IS:7310 (Part-1), 1S:7307 (Part-1) & IS: 817

10). Welding parameters& techniques
10.1) Welding parameters

'_T?V eld | Electrode/Wire Current
pass | dia. (in mm) (in Amp.)
no,

Wire [ Travel
feed speed
speed (m ‘ (m/min.)

/min.)

Arc
voliage
(in volt)

Electrode | Gas flow
stick out | (Litr. /min.)
(mm)

0.20-0.25

0.20-0.25

10.2) Welding sequence &techniques N.A.

11). Provision of run on/run off tabs T NLA.

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

13). Root preparation before Welding ' NLA,

14). Pre-heating &inter pass temperature : Min. 100°C.- 150°C.

18). Peening N.A,

16). Post weld treatment :NLA,

17). Rectification of weld defect : By grinding of the defective

weld &rectifying the Weld as
per Cl.32.2 of 15:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.P test,
18). Inspection of weld : Visual, D.P. Test& weld gauge
- 19). Any other relevant detail :None

oo &ﬁﬁﬂ@ Tq 0

Asstt, Reseafch Officer/M&C
& HATEd / Ministry of Railways
lo3[oHT0Wo, TGTEG /R.D.S O., Lucknow

' NHAI PH-Chhindwarg (M.R) )
DA ir=ayre of Signature of Sign . Signat of Signature of
W Dy, Chiraf i 1 E@ Ensffieer (Bridge) R.D 5.0 (Lucknow}

MHAL SEC Rpg'chieﬁ heer EBEF Rallway(Biaspur) Ministry of Ralbways
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator ‘M/s. Punia Construction Company
Mangali Kutiya, 8Km Stone on Tosham Road, Hisar

Welding Pracedyre Specification No. : PCC{S&OO!BOW{NHAUIS

1). Reference Drawing No. : RDSO/B-10435/9
Hanger with Arch Beam, Side Plate (32 mm thick M.5.
Plate) with Arch Beam Side Plate (25 mm thick M.S. Plate)

2). Weld Jjoint Description : Fillet {20mm)

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

DIA :1.2mm
Class :Flux Cored Welding wire, Class 1 of IRS M-46/20,
Grade E71T-12 as per IS/AWS Spec.:A5.20M:2005
(R2015)
Type : Flux Cored wire
Drying :N.A.
6.2). Flux
Class N.A
Type :N.A
Drying Method :N.A
6.3). Shielding Gas L€o2
7.1). Joint design detail ‘As per Sketch shown below:

4
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Asstt, Research Officer/M&C
¥ WA / Ministry of Railways
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation ¢ As per I8:43&WBC-2011-CL12
8). Welding Current :DC
Polarity " Reverse
9). Welder qualification : As per 1S:7310 (Part-1), [S:7307 (Part-1) & 1S: 817

10). Welding parameters& techniques
10.1) Welding parameters

Weld | Electrode/ Wire | Current Arc
voltage

(in volt)

Wire Travel Electrode | Gas flow
feed speed
speed (m (m/min.)
."ll'l'llln.)

5.0-5.5

10.2) Welding sequence &techniques P NLA.

11). Provision of run on/run off tahs :NLA.

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

13). Root preparation before Welding ' N.A,

14). Pre-heating &inter pass temperature : Min. 100°C.- 1500,

15). Peening :NA.

16). Post weld treatment tN.A.

17). Rectification of weld defect : By grinding of the defective

weld &rectifying the Weld as
per Cl.32.2 of 15:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.p test.
18). Inspection of weld : Visual, D.P. Test& weld gauge
19). Any other relevant detail : None

‘ Hodfo aﬁﬁﬂrﬁ g ¥dTo
: Asstt. Reseafch Officer/M&C
: S'TE E - X WATE / Ministry of Railways

S A NHAI PiU-Chhindwara (M.FP,) lodforioTo, FETE,/R.D.S O., Lucknow
élgh:attk\; of Signature of Signature of Sls}natum!ﬂwr

(gét)rlah | Signature of
D Ghiet Enwm lnean ifledr (Bridoe) R.2.5.0 (Lucknaw)
M A SEC Rum qﬁaw h—.ﬁ wfmaw Bilasoury  Ministry of Raitways
L
$.E.C Rallway, Bilaspur
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Reference Drawing No,

2). Weld Joint Description
3). Base Metal

4). Welding Pracess

5). Welding Position

:M/s. Punia Construction Company
Mangali Kutiya, 8K Stone on Tosham Road, Hisar

:PCC/SQDU/BOW/NHAI{IG

: RDSO/'B~10435/9
Stiffener Plate (25 mm thick M.S.
Plate) with Hanger (25 mm thick M.S, Plate) & Arch Beam
(25 mm thick M.s. Plate)
: Fillet (6mm)
: Plates |s: 2062-2011, E-350 Gr. BO
: FCAW
: Overhead (Welding at Bridge site)

6). Welding Consumable: -
6.1). Electrode/Wire

DIA :1.2 mm
Class :Flux Cored Welding wire, Class 1 of IRS M-46/20,
Grade E71T-12 as per IS/AWS Spec.;:A5.20M:2005
(R2015)
Type : Flux Cored wire
Drying NLA.
6.2). Flux
Class :N.A
Type :NLA
Drying Method N.A
6.3). Shielding Gas : Co2

7.1). Joint design detail ‘As per Sketch shown below:

LR HARCE
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Asstt, Reseafch Officer/M&C

4 WATET / Ministry of Railways
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current
Polarity

9). Welder qualification

+ As per IS:43& WBC-20] 1-CL12

:DC

: Reverse

tAsper1S:7310 (Part-1), 1S:7307 (Part-1) & iS: 817

10). Welding parameters& techniques -

10.1) Welding parameters

Weld Electrode/Wire | Current
dia. (in mm) (in Amp.)

220-300
220-300

220-300

10.2) Welding sequence &techniques
11). Provision of run on/run off tabs

Arc
voltage feed speed
(in volt) speed (m

[ Wire [ Travel

Gas flow
(Ltr. /min.)

Electrode
stick out
(mm)

(m/min.)
| /min,

e

0.20-0.25
0.20-0.25

10

0.20-0.25
0.20-0.25

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

13). Root preparation before Welding i NLA.
14). Pre-heating &inter pass temperature : Min. 100°C.- 150°C.
15). Peening P NLA.
16). Post weld treatment :NLA,

17). Rectification of weld defect

18). Inspection of weld

* By grinding of the defective

weld &rectifying the Weld as

per Cl.32.2 of 15:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.p test,
: Visual, D.P, Test& weld gauge

19). Any other relevant detail : None
St TE Ty Hodlo 3TN T *¥iT0
g . Reseafch Officer/M&C
NHAI PIU-Chhindwara (b 5 o e iy of ey

W e
Signature of

A

lo3{oHTo%o, FE /R.D.S 0., Lucknow
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WELDING PROCED URE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No,

1). Reference Drawing No.

2). Weld Joint Description
3). Base Metal
4). Welding Process
5). Welding Pasition
6). Welding Consumable: -
6.1). Electrode/Wire

DIA

Class

Type

Drying
6.2). Flux

Class

Type

Drying Method
6.3). Shielding Gas
7.1). Joint design detail

:M/s. Punig Construction Company

Mangali Kutiya, 8KM Stone on Tosham Road, Hisar

‘PCC/54.00/BOW/NHAI/17

:RDSO/B-10435/9

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

: Fillet (20mm)

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

: Overhead (Welding at Bridge site)

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

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

: Flux Cored wire
‘N.A.

:NLA

CNLA

:N.A

: Co2

:As per Sketch shown below:

LoF{He g
| ]
| |f o

|

Tounm

SITE ENGINEER
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WELDING PROCEDURE SPECIFICATION_ SHEET

7.2). Joint Preparation " As per IS:43&WB(C-201 [-CL12
8). Welding Current +:DE
Polarity : Reverse
9). Welder qualification :As per IS:7310 (Part-1), 1S:7307 (Part-1) & IS: 817

10). Welding Parameters& techniques -
10.1) Welding parameters

Electrode | Gas flow
stick out | (Ltr. /min.)

Wire _rTravcl
feed speed
speed (m | (m/min.)
/min.)

Arc
voltage
(in volt)

Current

"_We[d Electrode/Wire
(in Amp.)

pass | dia. (in mm)
’ 1no.

10.2) Welding sequence &techniques FNA

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

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

13). Root preparation before Welding i NLA.

14). Pre-heating &inter pass temperature * Min. 100°C.- 150°C.

15). Peening :N.A,

16). Post weld treatment :NLA,

17). Rectification of weld defect + By grinding of the defective

weld &rectifying the Weld as
per Cl.32.2 of 1S:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.p test.
18). Inspection of weld : Visual, D.P. Test& weld gauge
18). Any other relevant detail : None

g % .
\\6€‘?.@k?‘ ot Raa'?.saﬁ Oftceriac
o
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification Na,

1). Reference Drawing No.

2). Weld Joint Description
3). Base Metal
4). Welding Process
5). Welding Position
6). Welding Consumable: -
6.1). Electrode/Wire

DIA

Class

Type

Drying
6.2). Flux

Class

Type

Drying Method
6.3). Shielding Gas
7.1). Joint design detail

s o T L

1ok
TIFF

el

=+

:M/s. Punia Construction Company
Mangali Kutiya, 8KM Stone on Tosham Road, Hisar

‘PCC/54. 00/BOW/NHAI/18

2 RDSO/B-10435/9
Stiffener Plate (25 mm thick M.S.Plate)
with Hanger (25 mm thick M S, Plate) & Bottom Long Beam
(25 mm thick M.S. Plate)

: Fillet (20mm)

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

CFCAW

: Overhead (Welding at Bridge site)

1.2 mm

:Flux Cored Welding wire, Class 1 of IRS M-45/20,
Grade E71T-12 as per IS/AWS Spec.:A5.20M:2005
(R2015)

: Flux Cared wire

:NLA,

:NLA

CNLA

:NLA

: Co2

:As per Sketch shown below:

[ oF Hanoe
| |

|
b | 280
E il ‘ i
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Asstt, Research Officer/M&C
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation * As per IS:43& WR(C-20 | I-CL12
8). Welding Current : DE
Polarity : Reverse
9). Welder qualification : As per IS:7310 (Part-1), 1S:7307 (Part-1) & 18: 817

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

Weld
pass
1o,

Electrode | Gas flow
stick out | (Ltr. /min.)
(mm)

Wire Travel
feed speed

speed (m (m/min,)
/min,)

Arc
voltage
(in volt)

Electrode/Wire Current
dia. (in mm) i

15-22

0.20-0.25
N.A

10.2) Welding sequence &techniques

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 I NLA.

14). Pre-heating &inter pass temperature : Min. 100°C.- 150°¢C.

15). Peening P NLA,

16). Post weld treatment i N.A.

17). Rectification of weld defect : By grinding of the defective

weld &rectifying the Weld as
per Cl.32.2 of 15:595-96,B7 class
of electrode of specification IRS M-
28/20 after conduction D.P test,
18). Inspection of weld : Visual, D.P. Test& weld gauge
19). Any other relevant detail : None

Hodfo 3fEK q ¥dTo

Asstt, Reseafch Officer/M&C

& WA / Ministry of Railways
103{0Ho%o, TE@H /R.D.S 0., Lucknow
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Reference Drawing No.

2). Weld Joint Description
3). Base Metal
4). Welding Process
5). Welding Position
6). Welding Consumable: -
6.1). Electrode/Wire

DIA

Class

Type

Drying
6.2). Flux

Class

Type

Drying Method
6.3). Shielding Gas
7.1). Joint design detail

16 mm thick Diaphragm Plate

Signature af

Signature nf

G“‘gjﬁ: $

Dy C'hbef,n?._r;gs?lq‘:_ﬁ—:_ﬂ
Y RET

:M/s. Punia Construction Company
Mangali Kutiya, 8KM Stone on Tosham Road, Hisar

:PCCde.OOfBOW{N HAI/19

: RDSO/B-10435/9
Diaphragm Plate (16 mm thick Mm.S.
Plate) with Hanger
: Fillet (10mm)

: Plates I5: 2062-2011, E-350 Gr. BO
: FCAW
: Horizontal-Verical

1.2 mm

:Flux Cored Welding wire, Class
Grade E71T-12 as per
(R2015)

: Flux Cored wire
:N.A,

1 of IRS M-46/20,
IS/AWS Spec.:A5.20M:2005

:N.A

:N.A

TN.A

;G2

‘As per Sketch shown below:

TR
T S—
AR

10 mm
10 mm
{Welded on
three sides)

LT RTLEY

/|

Avd

\\H\\\‘.\\l.\\\\\\\\\\'\

)
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Asstt, Research Officer/M&C
& HATT / Ministry of Railways
fogfoHToWo, TG /R.D.S O., Lucknow

Signature of
LD 5.0 (Lucknow)
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation * As per IS:43&WB(C-20] 1-CL12
8). Welding Current :DC
Polarity : Reverse
9). Welder qualification D As per 1S:7310 (Part-1), 1S:7307 (Part-] ) & IS: 817

10). Welding parameters& techniques
10.1) Welding parameters

‘ Weld 'Elcctrodchi; Current

pass | dia. (in mm) (in Amp.)
1o, /

Arc
voltage
(in volt)

Wire
feed
speed (m
min,)

Electrode | Gas flow
stick out | (Ltr. /min.)

Travel
speed
(m/min.)

10.2) Welding sequence &technigues iNA.

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

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

13). Root preparation before Welding ' N.A,

14). Pre-heating &inter pass temperature ¢ Min. 100°C - 15p°¢.

15). Peening I NLA.

16). Post weld treatment : N.A.

17). Rectification of weld defect : By grinding of the defective

weld &rectifying the Weld as

per Cl.32.2 of 15:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.p test.

18). inspection of weld : Visual, D.P, Test& weld gauge
19). Any other relevant detail : None
-_.r-. o 3Ifey T IATo
e?‘ ﬂ f:::t Research Officer/M&C

@ AT / Ministry of Railways
lo&foHToTo, T@T% /R.D.S O., Lucknow
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator ‘M/s. Punia Construction Company
Mangali Kutiya, 8KM Stone on Tosham Road, Hisar

Welding Procedure Specification No. -PCC/54.00/BOW/NHAIL/20

1). Reference Drawing No. - RDSO/B-10435/4
Joint at LO,Cover Plate (36 mm thick M.5.
Plate) with Bottom Long Beam & Arch Beam

2). Weld Joint Description  Fillet (22mm)

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

DIA :1.2mm
Class -Flux Cored Welding wire, Class 1 of IRS -46/20,
Grade E71T-12 as per IS/AWS Spec.:A5.20M:2005
(R2015)
Type : Flux Cored wire
Drying ‘N.A.
6.2). Flux
Class :N.A
Type NLA
Drying Method tN.A
6.3). Shielding Gas : Co2
7.1). Joint design detail :As per Sketch shown below:

//\ \\ j/,—-—*'\ rch fieam

16 mm thick Cover Plate

g_::!'itulium Lonp—t————""§ 7 — |
v

T

g«é"\ Hodjo ‘”ﬁﬁw@ 7q Mo

Asstt. Reseafdh Officer/M&C

* l‘(. X ’ﬁ.m/Mlmstry of Railways
‘#@‘ a fo3foHTo%o, o7& /R.D.S O., Lucknow
S s E T G% 2 Signaturesdii ‘:1 L Signat Signature of
?I n ,,,

Dy Thief En gshee- m:‘:g F’ﬁ!"ﬁ‘lel 3 .' TesT iBndgc; 7.D.S.O (Lucknow}
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation : As per [S:43&WBC-2011-CL12
8). Welding Current YBE
Polarity : Reverse
9). Welder gualification - As per IS:7310 (Part-1), 1S:7307 (Part-1) & IS: 817

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

[ Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow —‘
pass | dia. (in mm) (in Amp.) voltage feed speed stick out | (Ltr. /min.)
no. (in volt) speed (m | (m/min.) (mm)

/min.) _

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 3 220-300 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 cNLA

11). Provision of run on/run off tabs T NLA.

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

13). Root preparation before Welding : N.A

14). Pre-heating &inter pass temperature - Min. 100°C.- 150°C.

15). Peening t NLA.

16). Post weld treatment : NLA

17). Rectification of weld defect

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

: By grinding of the defective

weld &rectifying the Weld as

per C1.32.2 of 15:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.P test.
s Visual, D.P. Test& weld gauge
: None

oo mﬁﬁa@ g TTo

Assit. Research Officer/M&C
kG HATed / Ministry of Railways
fodfoHTo¥ o, &% /R.D.S 0., Lucknow

35; Bigriatuse of Signature of
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Y. eer (Br)
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WELDING PROCEDURE SPECIFICATION SHEET

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

Welding Procedure Specification No. :PCC/54.00/BOW/NHAI/21

1). Reference Drawing No. : RDSO/B-10435/6
Stiffener Plate (25 mm thick M.S,
Plate) with Bottom Cross Beam & Bottom Long Beam

2). Weld Joint Description : Fillet (20mm)

1). Base Metal : Plates IS: 2062-2011, E-350 Gr. BO
4), Welding Process : FCAW

5). Welding Position - Horizantal-vertical (Welding at site)

6). Welding Consumable: -
6.1). Electrode/Wire

DIA ' ;1.2 mm
Class -Flux Cored Welding wire, Class 1 of IRS M-46/20,
Grade E71T-12 as per IS/AWS Spec.:A5.20M:2005
(R2015)
Type : Fiux Cored wire
Drying NLA.
6.2). Flux
Class :N.A
Type :NLA
Drying Method : NLA
6.3). Shielding Gas i o v
7.1). loint design detail :As per Sketch shown below:

{ of Bottom Long Beam

__]

T—RBatiom Cross
Heam

20 min

"W mm
EA TS %

i thick .
Stiftener Hodfo arﬁrﬁarq T w0

v AssHl. Reseafch Officer/M&C
Q'ﬂ Q\ H3TAT / Ministry of Railways
S

: v g fosioHjoHo, F@TE/R.D.S O., Lucknow
N
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation
8). Welding Current
Polarity
9). Welder qualification
10). Welding parameters& techniques :
10.1) Welding parameters

:DC

: Reverse
: As per [S:7310 (Part-1), IS:7307 (Part-1) & 1S: 817

. As per [S:43&WBC-2011-CL12

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

/min.)
1.2 220-300 26-31 5.0-55 | 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
L 4 1.2 220-300 26-31 5.0-5.5 0.20-0.25 10 15-22
10.2) Welding sequence &technigues i NLA.
11). Provision of run on/run off tabs TNLAL
12). Cleaning of weld bead before laying of next weld bead  :Yes
13). Root preparation before Welding : NLA.
14). Pre-heating &inter pass temperature : Min. 100°C.- 150°C.
15). Peening : NLAL
16). Post weld treatment : N.A.

17). Rectification of weld defect

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

: By grinding of the defective

weld &rectifying the Weld as

per C1.32.2 of 15:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.P test.
- Visual, D.P. Test& weld gauge
- None

Fodo m@am LEREIIC

Asslt. Reseafoh Officer/M&C
el AT / Ministry of Railways
fodfoHTo%o, &% /R.D.S 0., Lucknow
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Reference Drawing No.

2). Weld Joint Description
3). Base Metal

4). Welding Process

5). Welding Position
6). Welding Consumable: -
6.1). Electrode/Wire

DIA

Class

Type

Drying
6.2). Flux

Class

Type

Drying Method
6.3). Shielding Gas
7.1). Joint design detail

ience,

:M/s. Punia Construction Company
Mangali Kutiya, 8KM Stone on Tosham Road, Hisar

:PCC/54.00/BOW/NHAI/22

: RDSO/B-10435/2
Diaphragm Plate (20 mm thick M.S.
Plate) with Arch Beam

: Fillet (10mm)

' Plates 1S: 2062-2011, E-350 Gr. BO

: FCAW

: Horizantal-Vertical

1.2 mm

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

: Flux Cored wire

NLA,

s NA

NLA

:NLA

:Co2

:As per Sketch shown below:
Arch Beam

(Welded on three sides)

Q(' r\ Hogjo alﬁrﬁm'g T ¥aTo

[oSfoHTo%o, o1& /R.D.S 0., Lucknow
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation |
8). Welding Current
Polarity
9). Welder qualification
10). Welding parameters& techniques :
10.1) Welding parameters

: As per [S:43&WBC-2011-CL12

- DC

: Reverse

: As per 1S:7310 (Part-1), [S:7307 (Part-1) & 1S: 817

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
pass | dia. (in mm) (in Amp.) voltage feed speed stick out | (Ltr, /min.)
no. (in volt) speed (m | (m/min.) | (mum)

: /min.)
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 L2 220-300 26-31 5.0-5.5 | 0.20-0.25 | 10 15-22

10.2) Welding sequence &techniques i NLA

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 :N.A.

14). Pre-heating &inter pass temperature : Min. 100°C.- 150°C.

15). Peening : NLA.

16). Post weld treatment i NLA.

17). Rectification of weld defect

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

: By grinding of the defective

weld &rectifying the Weld as

per Cl.32.2 of 15:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.P test.
: Visual, D.P. Test& weld gauge

: None

)

Cinied

HodHo ITeN g o

Asstt. Reseafch Officer/M&C

e AT / Ministry of Railways
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Fabricati
Agency

Welding Procedure Specification No.

1). Reference Drawing No.

:M/s. Punia Construction Company
Mangali Kutiya, 8KM Stone on Tosham Road, Hisar

:PCC/54.00/BOW/NHAI/23

: RDSO/B-10435/5
Diaphragm Plate {Shipping Mark:DP1 & DP2}.
(16 mm & 20 mm thick M.S. Plate) with Bottom Long Beam

2). Weld Joint Description : Fillet (10mm)
3). Base Metal : Plates IS: 2062-2011, E-350 Gr. BO
4). Welding Process : FCAW

5). Welding Position
6). Welding Consumable: -
6.1). Electrede/Wire

: Horizontal-Vertical

DIA 1.2 mm
Class :Flux Cored Welding wire, Class 1 of IRS M-46/20,
Grade E71T-12 as per IS/AWS Spec.:A5.20M:2005
(R2015)
Type : Flux Cored wire
Drying ‘NLA.
6.2). Flux
Class ' N.A
Type :N.A
Drying Method (NLA
6.3). Shielding Gas : Co2

7.1). Joint design detail

PP —T "

(20 mm thick Plate)

i
&
i
E-‘ All diaphragm
13

plates welded from at feast ihr

{Hanger side compulsory).

s g A r\

:As per Sketch shown below:

DP1
(16 mm thick)

ec side using 10 mm Fillet weld.

Hodlo mﬁﬂm‘g Tg RTo

Asstt, Research Officer/M&C

A & HATETA / Ministry of Railways

Signature of

fo3[0HT0Wo, TGS /R.D.S O., Lucknow
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation S As per IS:43&WBC-2011-CL12
8). Welding Current »IC
Polarity : Reverse
9). Welder qualification : As per IS:7310 (Part-1), [S:7307 (Part-1) & 1S: 817

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

Weld | Electrode/Wire | Current Arc Wire Travel “Electrode | Gas flow
pass | dia. (in mm) (in Amp.) voltage feed speed stick out | (Ltr. /min.)
no. (in volt) speed (m | (m/min,) (mm)

/min.) -

I 1.2 220-300 26-31 5.0-55 | 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

10.2) Welding sequence &technigues S 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 i NLA,

14). Pre-heating &inter pass temperature : Min. 100°C.- 150°C.

15). Peening ' NLA.

16). Post weld treatment : NLA.

17). Rectification of weld defect : By grinding of the defective

weld &rectifying the Weld as
per C1.32.2 of 15:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.P test,
18). Inspection of weld : Visual, D.P. Test& weld gauge
19). Any other relevant detall : None

A T ,
® Hodfo mﬁmﬁ g AT
é‘\}‘?‘ Asstt. Reseafch Officer/M&C

e WA/ Ministry of Railways

1o8joHfoHo, FETE/R.D.S O., Lucknow
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Reference Drawing No.

2). Weld Joint Description
3). Base Metal
4). Welding Process
5). Welding Position
6). Welding Consumable: -
6.1). Electrode/Wire

DIA

Class

Type

Drying
6.2). Flux

Class

Type

Drying Method
6.3). Shielding Gas
7.1). Joint design detail

lence,

:M/s. Punia Construction Company

Mangali Kutiya, 8KM Stone on Tosham Road, Hisar

:PCC/54.00/BOW/NHAI/24

: RDSO/B-10435/3

Diaphragm Plate (10 mm thick M.S.
Plate) with Top Tie Beam

: Fillet (10mm)

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

: Horizontal-Vertical

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

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

: Flux Cored wire
‘NLA.

:N.A
NLA
i NLA
: Co2
:As per Sketch shown below:

Top Tie Beam

|

g S

h
k

hick

o

vrapnragm rlate

k
b
L

DO LA gy

-+

10 mm
[0 mm
A { Welded on three sides)

AP BB BEY

>
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Asstt. Reseafch Officer/M&C
& HATT / Ministry of Railways
fogjoHTo%o, TG /R.D.S O., Lucknow
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation : As per [S:43&WBC-2011-CL12
8). Welding Current :DC
Polarity : Reverse
9). Welder qualification : As per IS:7310 (Part-1), [S:7307 (Part-1) & IS: 817

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

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

/min.)

1 1.2 220-300 26-31 5.0-55 | 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 L3 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22

10.2) Welding sequence &techniques tNLA.

11). Provision of run on/run off tabs i NLA.

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

13). Root preparation before Welding : NLA,

14). Pre-heating &inter pass temperature : Min. 100°C.- 150°C.

15). Peening : NLA.

16). Post weld treatment : N.A.

17). Rectification of weld defect : By grinding of the defective

weld &rectifying the Weld as
per Cl.32.2 of 15:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.P test.
18). Inspection of weld : Visual, D.P. Test& weld gauge
19). Any other relevant detail : None

Hodfo artaﬁm'q Td w0

Q\ Asstt. Reseafch Officer/M&C
‘* e HATETT / Ministry of Railways
0\\\ Q(‘l losiorlotfo, TG /R.D.S O., Lucknow
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Reference Drawing No.

2). Weld Joint Description
3). Base Metal
4). Welding Process
5). Welding Position
6). Welding Cansumable: -
6.1). Electrode/Wire

DIA

Class

Type

Drying
6.2). Flux

Class

Type

Drying Method
6.3). Shielding Gas
7.1). Joint design detail

Bary

ence,

:M/s. Punia Construction Company
Mangali Kutiya, 8KM Stone on Tosham Road, Hisar

:PCC/54.00/BOW/NHAI/25

: RDSO/B-10435/3
Diaphragm Plate (10 mm thick M.S.
Plate) with Top Lateral Bracing

: Fillet (10mm)

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

: FCAW

: Horizontal-Vertical

1.2 mm

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

: Flux Cored wire

NLA.

N.A
:N.A
:NLA
: Co2
:As per Sketch shown below:

Top Lateral Beam

gty

10 mm thick
Diaphragm Plate

&

Sigoature of

XN
Fabricating g |
Agency
Sy
54

s 1.\
‘\@@Q \‘33

<D '\“S'\

-V

10 mm
V10 mm
{Welded on three sides)
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation * As per [S:43&WBC-2011-CL12
8). Welding Current :BDE
Polarity : Reverse
9). Welder qualification : As per IS:7310 (Part-1), 1S:7307 (Part-1) & IS: 817

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

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

) /min.) )

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 i.2 220-300 26-31 5.0-55 | 0.20-0.25 10 15-22

10.2) Welding sequence &techniques T 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 . :N.A.

14). Pre-heating &inter pass temperature : Min. 100°C.- 150°C.

15). Peening : N.A

16). Post weld treatment T NLA.

17). Rectification of weld defect : By grinding of the defective

weld &rectifying the Weld as
per Cl.32.2 of 15:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.P test.
18). Inspection of weld : Visual, D.P. Test& weld gauge
19). Any other relevant detail : None

Hodfo e Tq TqTe

Asstt, Research Officer/M&C

& AT / Ministry of Railways
fo3[oHToWo, TETG /R.D.S O., Lucknow
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator :M/s. Punia Construction Company

Welding Procedure Specification No.

1). Reference Drawing No.

Mangali Kutiya, 8KM Stone on Tosham Road, Hisar
:PCC/54.00/ BOW/NHAI/26

: RDSO/B-10435/6
BCB Angle Cleat(L 150X1150X16) with BLB Side Plate
(25 mm thick M.S Plate)

2). Weld Joint Description : Fillet (12mm)
3). Base Metal : Plates IS: 2062-2011, E-350 Gr. BO
4). Welding Process : FCAW

5). Welding Position
6). Welding Consumable: -
6.1). Electrode/Wire

: Overhead (Welding at Site)

DIA :1.2mm
Class :Flux Cored Welding wire, Class 1 of IRS M-46/20,
Grade E71T-12 as per IS/AWS Spec.:A5.20M:2005
(R2015)
Type : Flux Cored wire
Drying NLA.
6.2). Flux
Class (NLA
Type :NLA
Drying Method :N.A
6.3). Shielding Gas :Co2

7.1). Joint design detail

:As per Sketch shown below:

O Bottom Long Beam

£ Sy §

Bottom Cross Beam

12 mm

[ —— Angle Clea;
(LES0X 150X 3)
-@Q Wodto 37N Td ¥R
. \ Assit. Reseafch Officer/M&C
el FHTerd/ Ministry of Railways
lo3{oHo%o, TETH /R.D.S 0., Lucknow
R i Sigrature of
R g Dy. Cy gir R.D 5. O [Lucknow)

Fabhricats
Agency

Mimnistry of Raibways

ghu%: ':> E.C. Ratway(Bilaspur)
S.E.C Railway, Br!aspur
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation
8). Welding Current
Polarity
9). Welder qualification
10). Welding parameters& techniques
10.1} Welding parameters

t As per [S:43&WBC-2011-CL12

:DC

: Reverse

: As per IS:7310 (Part-1), 1S:7307 (Pari-1) & IS: 817

’_We]d Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
pass | dia. (in mm) (in Amp.) voltage feed speed stick out | (Ltr. /min.)
no. (in volt) speed (m | (m/min.) (mm)

/min.)

1 1.2 220-300 26-31 5.0-55 | 0.20-0.25 10 15-22
2 Y2 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 T NLA

11). Provision of run an/run off tabs tN.A,

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

13). Root preparation before Welding ' NLA,

14). Pre-heating &inter pass temperature : Min. 100°C.- 150°C.

15). Peening :N.A.

16). Post weld treatment : NLA.

17). Rectification of weld defect : By grinding of the defective

weld &rectifying the Weld as

per Cl.32.2 of 15:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.P test.
: Visual, D.P. Test& weld gauge
: None

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

Todfo mﬁﬁa@ TF e

Asstt. Research Officer/M&C
& HATETA / Ministry of Railways
fogfoHTo%e, TG /R.D.S O., Lucknow

Sigrature of

Segnatemsanf

SBignature of
R.OD.S O [ ueknow)

T
e (Bridge)

P
Gagﬁh%f&@i j i:'. < ¥

=17 Cniepﬁgr' _'l;‘rur;ﬁ_r'
Lt -
WYl

il sAgineer (Br.)
Fabncoaliing Contracter MiLAl S EC ﬂauwm{ﬁgz SLIRY SEC Raitway{Bitasour) Ministry of Raitways
Agency SIS R L Ko
57 SITE ENGINEER ~. ::0 g way. Bilasoyr

NHAI PIU-Chhindwara (M.P)




[Type here]

WELDING PROCEDURE SPECIFICATION SHEET

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

Welding Procedure Specification No. :PCC/54.00/BOW/NHAI/27

1). Reference Drawing No. : RDSO/B-10435/4
Stiffener Plate (25 mm thick M.S.
Plate) with Arch Beam & BLB

2). Weld Joint Description : Fillet (20mm)

3). Base Metal : Plates I1S: 2062-2011, E-350 Gr. BO
4). Welding Process s FCAW

5). Welding Position : Horizontal-Vertical (Welding at site)

6). Welding Consumable: -
6.1). Electrode/Wire

DIA :1.2mm
Class :Flux Cored Welding wire, Class 1 of IRS M-46/20,
Gracle E71T-12 as per IS/AWS Spec.:A5.20M:2005
(R2015)
Type : Flux Cored wire
Drying :NLA.
6.2). Flux
Class :N.A
Type :NLA
Drying Method :N.A
6.3). Shielding Gas : Co2
7.1). Joint design detail :As per Sketch shown below:

25 mm thick Stiffencr

20mm
20 mm

3

Bottom Long Beam

) -
K2 o avﬁ-:rﬁmg v o
‘\QX}N? Asst: Reseatch Officer/M&C
*G 6"‘910 @ AT / Ministry of Railways
A

fo3{oHToWo, FETE% /R.D.S O., Lucknow
‘{\\. 3IY T
] ‘\ S-igna;‘a‘}:& W (i
Dy, Chief § 1 e ) (89,7
Dy:Cifie ineer (jﬂg.

sEC WW'W

S.EC Railway, Bilaspur

et of Swgnature of
meer {Bridge R.D S 0O {Luckriow)

Raitway{Bilaspury Ministry of Railways
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation
8). Welding Current

: As per [S:43&WBC-2011-CL12
:DE

Polarity : Reverse
9). Welder qualification
10). Welding parameters& techniques :

10.1) Welding parameters

: As per 15:7310 (Part-1), IS:7307 (Part-1) & IS: 817

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
pass | dia. (in mm) (in Amp.) voltage feed speed stick out | (Ltr, /min.)
no. (in volt) speed (m | (m/min.) (mm)
| /min.)
1 1.2 220-300 26-31 5.0-55 | 0.20-0.25 10 15-22
2 L2 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 5.0-55 | 0.20-0.25 10 15-22
10.2) Welding sequence &techniques i N.A.
11). Provision of run on/run off tabs tN.A.
12). Cleaning of weld bead before laying of next weld bead  Yes
13). Root preparation before Welding P NLA.
14). Pre-heating &inter pass temperature : Min. 100°C,- 150°C,
15). Peening s NLA.
16). Post weld treatment ' NLA,

17). Rectification of weld defect

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

Signaluce of

: By grinding of the defective

weld &rectifying the Weld as

per Cl.32.2 of 15:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.P test.
: Visual, D.P. Test& weld gauge
: None

Hodfo mﬁrdﬂm Tq I¥T0

Asstt. Reseafch Officer/M&C
I FATETd / Ministry of Railways
lo3{0RTo%o, T&TE /R.D.S 0., Lucknow

Sgnature of
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WELDING PROCEDURE SPECIFICATION SHEET

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

Welding Procedure Specification No. :PCC/54.00/BOW/NHAI/28

1). Reference Drawing No. : RDS0O/B-10435/5

Bottom Long Beam Joint, Cover Plate (32 mm thick M.S.
Plate) with Top & Side Plate

2). Weld Joint Description : Fillet (22mm)

3). Base Metal : Plates |S: 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

DIA 1.2 mm
Class :Flux Cored Welding wire, Class 1 of IRS M-46/20,
Grade E71T-12 as per IS/AWS Spec.:A5.20M:2005
(R2015)
Type : Flux Cored wire
Drying :NLA.
6.2). Flux
Class tNA
Type NLA
Drying Method tNLA
6.3). Shielding Gas oo
7.1). Joint design detail :As per Sketch shown below:
22 mm
%T_T——SZ mm thick Co!ver Plate
|
I_Ju_f e ! |

ALTRILRANLR AR |Ln[||h |[ (TTLEAEHRTSE

|

Bottom Long Beam ——1—

|
:
|
|
|
|
i
1

i ‘J\ [N22 mm

——
Hodfo C‘-ﬁﬁﬂ'@[ g TTo
Asstt. Reseatch Officer/M&C
e AT/ Ministry of Railways
lo3{oHToWo, TGTE /R.D.S O., Lucknow
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator :M/s. Punia Construction Company

Mangali Kutiya, 8KM Stone on Tosham Road, Hisar

Welding Procedure Specification No.

1). Reference Drawing No.

2). Weld Joint Description
3). Base Metal

4). Welding Process

5). Welding Position

:PCC/54.00/BOW/NHAI/29

' RDSO/B-10435/2
Arch Beam Joint, Cover Plate (32 mm thick M.S.
Plate} with Top & Side Plate

: Fillet (22mm)

: Plates 1S: 2062-2011, E-350 Gr. BO

: FCAW

: Overhead (Welding at Bridge site)

6). Welding Consumable: -
6.1). Electrode/Wire
DIA 1.2 mm

Class :Flux Cored Welding wire, Class 1 of IRS M-46/20,
Grade E71T-12 as per IS/AWS Spec.:A5.20M:2005
(R2015)
Type : Flux Cored wire
Drying NLA.
6.2). Flux
Class :N.A
Type :N.A
Drying Method i NLA
6.3). Shielding Gas :Co2

7.1). Joint design detail :As per Sketch shown below:

22 mm

// {— 32 mm thick Cover Plate
|
£ AT o T

|

T
!nuIililnnll'rll!'Ilhll'nl')u!l\lhlnl!!n.“x

Arch Beam

i
;
|
|
5]
B r
d [
l
|
L

b
L
k
k
b
T

]. RAARRAEARE R,

22 mm
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation : As per [S:43&WBC-2011-CL12
8). Welding Current :DC
Polarity : Reverse
9). Welder qualification : As per 1S:7310 (Part-1), 1S:7307 (Part-1) & 1S: 817

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

Weld | Electrode/Wire | Current Arc Wire | Travel Electrode | Gas flow
pass | dia. (in mm) (in Amp.) voltage feed speed stick out | (Ltr. /min.)
no. (in volt) speed (m | (m/min.) | (mm)
) /min.)
1 1.2 220-300 26-31 5.0-55 | 020-025 10 15-22
2 L2 220-300 26-31 5.0-55 | 0.20-0.25 10 15-22
3 L2 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
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
13). Root preparation before Welding :NLA,
14). Pre-heating &inter pass temperature : Min. 100°C.- 150°C.
15). Peening s NLAL
16). Post weld treatment :NLA,
17). Rectification of weld defect : By grinding of the defective

weld &rectifying the Weld as

per Cl.32.2 of 15:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.P test.

18). Inspection of weld : Visual, D.P. Test& weld gauge
18). Any other relevant detail : None
e
p Q) Fodlo Cﬂﬁ'ﬁﬂ?ﬂ T Ao
Q'\\‘ Asstt. Research Officer/M&C

el HATeTd / Ministry of Railways
) fo3[0HToWo, TGS /R.D.S O., Lucknow
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Name & Address of fabricator

Welding Procedure Specification No.

WELDING PROCEDURE SPECIFICATION SHEET

1). Reference Drawing No.

2). Weld Joint Description
3). Base Metal

4). Welding Process

5}, Welding Position

6). Welding Consumable: -
6.1). Electrode/Wire

6.2). Flux

DIA
Class

Type
Drying

Class

Type
Drying Method

6.3). Shielding Gas
7.1). Joint design detail

;5 T

[ of Arch Beam

:M/s. Punia Construction Company

Mangali Kutiya, 8KM Stone on Tosham Road, Hisar

:PCC/54.0C/BOW/NHAI/30

: RDSO/B-10435/3

Top Tie Beam with Arch Beam & Hanger)

: Fillet {18 mm)

: Plates 1S: 2062-2011, E-350 Gr. BO
: FCAW

: Overhead (Welding at Bridge site)

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

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

: Flux Cored wire
NLA.

:N.A
:N.A
:N.A
: Co2
:As per Sketch shown below:

—Top Tie Beam

g ol Hanger

| \< & mm
| s - S

4

i

I___,__,_l‘

(&)

(Brp} Signa
! %&‘ hief Epgineer rB"ﬂaer

C Rallway{Bidaspur]
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation
8). Welding Current

Polarity

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

: As per S:43&WBC-2011-CL12

:DC

: Reverse

: As per 1S:7310 (Part-1), 1S:7307 (Part-1) & [S: 817

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow ]
pass | dia. (in mm) (in Amp.) voltage feed speed stick out | (Ltr. /min.)
no. (in volt) speed (m | (m/min.) | (mm)

) /min.)

1| 1.2 220-300 26-31 5.0-55 | 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

10.2) Welding sequence &techniques S 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 : NLA.

14). Pre-heating &inter pass temperature : Min. 100°C.- 150°C.

15). Peening : NLA.

16). Post weld treatment - NLA.

17). Rectification of weld defect

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

ir

(-:!'\

: By grinding of the defective

weld &rectifying the Weld as

per Cl.32.2 of 15:9595-96,B2 class
of electrode of specification IRS M-
28/20 after canduction D.P test.
- Visual, D.P. Test& weld gauge

: None

Signa of
L_,mef Er eer (Bridga)

E.C. Rattway{Bilaspur)
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Reference Drawing No.

2). Weld Joint Description
3). Base Metal
4). Welding Process
5). Welding Position
6). Welding Consumable: -
6.1). Electrode/Wire

DIA

Class

Type

Drying
6.2). Flux

Class

Type

Drying Method
6.3). Shielding Gas
7.1). Joint design detail

Top Tie Beam

V/

Arch Beam

~

Am’

Signature of

Fatiricating
fgency

:M/s. Punia Construction Company

Mangali Kutiya, 8KM Stone on Tosham Road, Hisar

:PCC/54.00/BOW/NHAI/31

: RDSO/B-10435/3

Top Lateral Bracing Beam with Top Tie Beam
& Arch Beam

: Fillet {18 mm)

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

: Overhead (Welding at Bridge site)

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

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

: Flux Cored wire
NLA.

CNLA
:N.A
‘NA
: Co2
:As per Sketch shown below:

|
—

- Top Lieral oAt
I’ op ///}

I} 18 min
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation : As per [S:43&WBC-2011-CL12
). Welding Current : DC
Polarity : Reverse
9). Welder qualification : As per IS:7310 (Part-1), [S:7307 (Part-1) & 1S: 817

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

Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
pass | dia. (in mm) (in Amp.) voltage feed speed stick out | (Ltr. /min.)
no. (in voit) speed (m | (m/min.) | (mm)
B /min. )
1 1.2 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22
2 | .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 | 0.20-025 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 s NLA.
14). Pre-heating &inter pass temperature : Min. 100°C.- 150°C.
15). Peening - NLA.
16). Post weld treatment s NLA.
17). Rectification of weld defect : By grinding of the defective

weld &rectifying the Weld as
per Cl.32.2 of [S;9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.P test.
18). Inspection of weld : Visual, D.P. Test& weld gauge
19). Any other relevant detail : None

Asstt. Research Officer/M&C
el AT / Ministry of Railways
[o3{oHTo¥o, g% /R.D.S O., Lucknow

Q\-Q *d‘q' Hodlo G@ZZQPQ Tq Idlo

\t re of 5 > .(g ) Signaty i Signature of
# oy AL EROear r_)Dmef Engitecr (Bridoa) RSO (Luchknow}

Signature of

Fabricating s@-torgqéwr AL 5. P E L E.C. Ratway{Bilaspur) RMirsstry of Raibwayvs
T K $.E.C Railway, Bilas
\ %@f‘ - Ll Y| aopllr
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WELDING PROCEDURE SPECIFICATION SHEET

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

Welding Pracedure Specification Na. :PCC/54.60/BOW/NHAI/32

1). Reference Drawing No. : RDSO/B-10435/3
Stiffener Plate (25 mm thick M.S.
Plate) with Top Tie Beam, Top Lateral Bracing Beam

& Arch Beam
2). Weld Joint Description : Fillet (18mm)
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
DIA :1.2 mm
Class :Flux Cored Welding wire, Class 1 of IRS M-46/20,
Grade E71T-12 as per IS/AWS Spec.:A5.20M:2005
(R2015)
Type : Flux Cored wire
Drying N.A.
6.2). Flux
Class :N.A
Type :NLA
Drying Method :N.A
6.3). Shielding Gas : Co2
7.1). Joint design detail :As per Sketch shown below:

p Lateral Beam |
////
i
Top Tie Beam / i

|
e
|

AT ‘f'ﬂ ‘
\\__!E}lk_lnn_

ES wn

Arch HBeam -

L
ER i Hodfo mﬁﬁﬁv’q Tq wro

2 PO eafch Officer/M&C
. E “P“ g'ss!t Res/M h O fc:r'
“0\“ QT’\ 0 foSfoRTowo, a@'-r;}s ggs ij‘.' r:;}l’;ow

“ | -

o= (O
— r 4 L e
kﬂéi(}@%;e /s ‘i : Siana of Signature of
Dy ;"‘{_ gy i 48'5'-_, Ciuel Egefiesr (Bridge) R D 5.0 (Luckniow}
Dy. ChiziFt
_!rm%é AREE] @a;m E.C. Raidway{Bilaspur) Ministry of Railways
‘-u“ ’

S n;"““q‘r .-"-h“t,‘-l!!'
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation : As per ISH43&WBC-2011-CL12
8). Welding Current : DC
Polarity : Reverse
9). Welder qualification : As per 1S:7310 (Part-1), 1S$:7307 (Part-1) & IS: 817

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

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

/min. )

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 12 220-300 26-31 5.0-5.5 | 0.20-0.25 10 15-22

10.2) Welding sequence &techniques T 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 i N.A,

14). Pre-heating &inter pass temperature : Min. 100°C.- 150°C.

15). Peening :NLA.

16). Post weld treatment T NA

17). Rectification of weld defect

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

Sign ﬁgeﬁw

Fabricating
Agency

SEC i

Drw. Chuef Bﬂﬁﬁf’gﬁj i

eer(gre) | _
= B O Rabway(Buaspur) Ministry of Rabways

: By grinding of the defective

weld &rectifying the Weld as

per Cl.32.2 of 1S:9595-96,B2 class
of electrode of specification IRS M-
28/20 after conduction D.P test.
: Visual, D.P. Test& weld gauge

: None

69| g S.EC Railway, Bilaspur
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification Na.

1). Reference Drawing No.

2). Weld Joint Description
3). Base Metal

4). Welding Process
5). Welding Position
6). Welding Consumable: -
6.1). Electrode/Wire
DIA
Class
Type
Drying
6.2). Flux
Class
Type
Drying Method
6.3). Shielding Gas
7.1). Joint design detail

Bottom Cross Beam

:M/s. Punia Construction Company
Mangali Kutiya, 8KM Stone on Tosham Road, Hisar

:PCC/54.00/BOW/NHAI/33

: RDSQ/B-10435/6

Shear Stud Connector on Top Flange of Bottom Cross
Beam
: Resistance Welding (10mm All-around)
: Plates IS: 2062-2011, E-350 Gr. BO

The Stud Shear Connector & Ceramic Ferrule
Conform to type SD1/UF as per BS EN 1SO 13918,

: Automatic Welding Machine
: Down-head

N.A
N.A
:N.A
:NLA.

:N.A
:N.A
:NLA
:N.A
:As per Sketch shown below:

19 mm
e
e
- m—
%e%'z;& | Hodfo 3N T «T0
) Asstt. Reseafch Officer/M&C
M P L FEATErd / Ministry of Railways
. o g lo3{oHTo%o, @ /R.D.S 0., Lucknow
o qE ¢ (G)
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation > As per Drawing
8). Welding Current S B
Polarity : Reverse
9). Welder qualification : As per IS:7310 (Part-1), & IS: 817

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

Weld | Electrode/Wire | Current Arc Time Lift Protrusion | Gas flow
pass | dia. (in mm) (in Amp.) voltage (Inms) | (mm.) app. (Ltr. /min.)
no. (in volt) (mm)
[ 1 N.A 1800 N.A 1600 - - N.A
10.2) Welding sequence &techniques : NLA,
11). Provision of run on/run off tabs i NLA,
12). Cleaning of weld bead before laying of next weld bead  : N.A.
13). Root preparation before Welding tNA.
14). Pre-heating &inter pass temperature T N.A.
15). Peening : NLA.
16). Post weld treatment i NLA.
17). Rectification of weld defect :As per BS 115C1.No.6 (L.
M&N)
18). Inspection of weld : Visual, Ring Test& Bend Test
19). Any other relevant detail : None

Hodfo mﬁﬁm—q T ¥Te

Asstt, Reseafch Officer/M&C
¥ WATET / Ministry of Railways
fo3{oHToTo, T&TE /R.D.S O., Lucknow

Slgnatu Signature of
Chief Engafeer (Bridages) R.D.S.O {Lucknow}

8.E.C. Railway{Silasnur) Ministry of Ratways
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WELDING PROCEDURE SPECTFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification Na.

Weld Joint Description

1 Base Metal
Welding Process
4). Welding Position
5). Welding Consumable: -
.a). Electrode/Wire
Class
Type
Drying Method
b). Flux
Class
Type
6.1). Shielding Gas

7.1). Joint design detail

:M/s. Punia Construction Company
Mangali Kutiya, 8KM Stone on Tosham Road, Hisar

:PCC/54.00/BOW/NHAI/34

: 5mm tack welds on all fillet & Butt Joints.

Ref. Drg No. All relevant drawing.

: Plates 1S: 2062-2011, E-350 Gr. BO, Fully-killed & Normalized
: MANUAL METAL ARC WELDING (MMAW)
: Horizontal-Vertical

: B2 as per IRS M28/20
: Heavy Coated
: As recommended by the electrode manufacturer

:NLA.
: N.AL
tN.A.

: As per Sketch shown below:

300—w

ALL SPACING TYPICAL

Sigrature of

Fabncating
ATy

Hodfo 3Tfer Tq o

Asslt. Research Officer/M&C

e eI / Ministry of Railways
fo3foRTo%o, T&TH /R.D.S 0., Lucknow

1 ;\ ‘-‘S\ ] ,
: iﬁf} Cme%ﬂg#;
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. Rattway(Billaspur)

Signature of
R.D.8 O {Luckinow)

Ministry of Railways
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- ¢ Rallway, Bilaspur
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WELDING PROCEDURE SPECIE ICATION SHEET

7.2). Joint Preparation

8). Welding Current Type
Polarity
9). Welder qualification

10). Welding parameters& techniques :

10.1) Welding parameters

- As per 1S: 4353-1995 & WBC-2001

HEHE
: DCEP
- As per 15:7310 (Part-1), 15:7307(Part-1) & IS: 817

[MWeld | Electrode/Wire | Current

Arc

Wire Travel Electrode | Gas flow

pass ‘ dia. (in mm) (in Amp.) voliage feed speed stick out | (Ltr. /min.}
no. (in volt) speed (m (m/min.) (mm)
‘ ~ /min.) ,
' 1 l 4 & 180 \ 24 l N. A ‘ N. A \ N. A N. A J

10.2) Welding sequence & technigues
String or Weave Bead

Initial & Interpass Cleaning

Single or Multipass(per side)

Single or Multiple Electrode

11). Provision of run on/run off tabs

. String/Weave as per requirement
- Brushing/Grinding
: Single
: Single
: NLA

12). Cleaning of weld bead before laying of next weld bead :N.A

13). Root preparation before welding cNLA
14). Pre-heating & interpass temperature : NLA.
15). Peening :NA
16). Post weld treatment : NLA.

17). Rectification of weld defect

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

: By grinding of the defective

weld &rectifying the Weld as

per Cl.32.2 of 15:9595-96,B2 class
of electrode of specification IRS M-
28/12 after conduction D.P test.
- Visual, D.P Test
CNLA,

wTodlo Wﬁﬁ@ﬂ'ﬂ vd o

Asslt. Reseafch Officer/M&C
kel HATeTd / Ministry of Railways
fodfoHTo¥o, eT@% /R.D.S O., Lucknow
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