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WELDING PROCEDURE SPECIFICATION SHEET

INDEX
|
|
S.No. Joint Description Drg. No. ‘ W.P.S.S. No. Page
. Mark
1). Bottom Long Beam Top Plate RDSO/B-10436/1 | PCC/48.00/BOW/NHAIL | 01/68-
| (22 mm thick M.S. Plate) with & RDSO/B- 01 02/68 |
Side Plate (22 mm thick M.S. 10436/35
Plate)
| 2). | Bottom Long Beam Top & RDSO/B-10436/1 | PCC/48.00/BOW/NHAI | 03/68-
E Bottom Plate (22 mm thick M.S. & RDSO/B- /02 04/68
| Plate) with Side Plate (22 mm 10436/5
N thick M.S. Plate) | .
3). | Hanger Box Top & Bottom Plate | RDSO/B-10436/1 | PC(/48.00/BOW/NHAIL | 05/68-
(32 mm thick M.S. Plate) with & RDSO/B- /03 06/68
Side Plate (25 mm thick M.S. 10436/9
Plate)
4). | Arch Beam Bottom Plate (25 | RDSO/B-10436/1 | PC(/48.00/BOW/NHAIL | 07/68-
mm thick M.S. Plate) with Side | & RDSO/B- 104 08/68
Plate (25 mm thick M.S. Plate) 10436/2
5). | Arch Beam Top & Bottom Plate | RDSO/B-10436/1 | PCC/48.00/BOW/NHAI | 09/68-
(25 mm thick M.S. Plate) with & RDSO/B- 105 10/68
| Side Plate (25 mm thick M.S. 10436/2
! Plate) _
| 6). | Int. Bottom Cross Beam RDSO/B-10436/1 | PCC/48.00/BOW/NHAI | 11/68-
™ {Shipping Mark:BCB1/BCB2} & RDSO/B- /06 12/68
! | Web Plate (16 mm thick M.S. 10436/6
5 Plate) with Top Flange Plate (20
~ . mm thick Plate) Bottom Flange
| (28 mm thick Plate) |
7). | Int. Bottom Cross Beam | RDSO/B-10436/1 | PCC/48.00/BOW/NHAI | 13/68- |
{Shipping Mark:BCB1/BCB2} & RDSO/B- 107 14/68
Stffener Plate (12 mum thick

M.S. Plate) with Web Plate (16

| mm thick M.S. Plate)

‘l 10436/6

. W@%’Prabhakarm. Singh
FIE AT (3 ) 101, General Manager (Civil)
W@ T 0,79 IRCON INTERNATIONAL LTD, Ranchi
WA A7 | 30EH/Govt. of India Undertaking
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WELDING PROCEDURE SPECIFICATION SHEET

8). | Int. Bottom Cross Beam RDSO/B-10436/1 | PCC/M48.00/BOW/NHAI | 15/68-
{Shipping Mark:BCB1/BCB2} & RDSO/B- /08 16/68
Cross Frame Channel (ISMC- 10436/6
150) with Stiffener Plate (12 mm
thick M.S. Plate)
9). Int. Bottom Cross Beam RDSQ/B-10436/1 | PCC/48.00/BOW/NHAI | 17/68-
{BCB1/BCB2} Top Flange & RDSO/B- | 109 18/68
. Cover Plate (25 mm thick Plate), 10436/6 |
? 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-10436/1 @ PCC/48.00/BOW/NHAIL | 19/68-
' {Shipping Mark:BCB3} Top & & RDSO/B- /10 20/68
Bottom Plate (32 mm thick M.S. 10436/6
Plate) with Side Plate (22 mm
thick M.S. Plate)
11). | End Bottom Cross Beam RDSO/B-10436/1 | PCC/48.00/BOW/NHAIL | 21/68-
{BCB3} Top Flange Cover Plate & RDSO/B- /11 22/68
(40 mm thick Plate), Web Cover 10436/6
Plate (28 mm thick Plate) &
Bottom Flange Cover Plate (40
| mm thick Plate) with Int. Cross
Beam.
12). | Top Tie Beam, Top & Bottom | RDSO/B-10436/1 | PCC/48.00/BOW/NHAI | 23/68-
| Plate (22 mm thick M.S. Plate) & RDSO/B- 12 24/68
| with Side Plates (22 mm thick 10436/3
| | MLS. Plate)
| 13). | Top Lateral Bracing Beam, Top | RDSO/B-10436/1 PCC/48.00/BOW/NHAI | 25/68-
i & Bottom Plate (25 mm thick & RDSO/B- /13 26/68
N M.S. Plate) with Side Plates (23 10436/3
mm thick M.S. Plates) |
14). | Top Tie Beam Joint, Cover Plate | RDSO/B-10436/3 PC(/48.00/BOW/NHAI | 27/68-
(28 mm thick M.S. Plate) with ‘ /14 28/68
Top & Side Plates |
15). | Hanger with Arch Beam, Side RDSO/B-10436/9 | PCC/48.00/BOW/NHAI | 29/68-
Plate (32 mm thick M.S. Plate) 15 30/68
with Arch Beam Side Plate (25
. mm thick M.S. Plate)
g/ Prabhakar K. §
#saam ﬂﬁ@:umha:?{cm;
B Ji o, T/ IRCON INTERNATIONAL LTD, Ranchi

VIR WU & 3 Govt. of ndia Undertaking
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16). | Stiffener Plate (25 mm thick RDSO/B-10436/9 | PCC/48.00/BOW/NHAI | 31/68-
M.S. Plate) with Hanger (25 mm /16 32/68
thick M.S. Plate) & Arch Beam |
(25 mm thick M.S. Plate) _

17). | Hanger with Bottom Long RDSO/B-10436/9 | PCC/48.00/BOW/NHAT | 33/68- |
Beam, Side Plate (32 mm thick 117 | 34/68
M.S. Plate) with Bottom Long
Beam side plate (22 mm thick '

M.S. Plate) |

18). | Stiffener Plate (25 mm thick RDSO/B-10436/9 | PCC/48.00/BOW/NHAI | 35/68-
M.S. Plate) with Hanger (25 mm /18 36/68
thick M.S. Plate) & Bottom
Long Beam (22 mm thick M.S.

) Plate)
. 19). | Diaphragm Plate (16 mm thick | RDSO/B-10436/9 | PCC/48.00/BOW/NHAI | 37/68-
i M. S. Plate ) with Hanger /19 38/68

20). | Joint at LO, Cover Plate (32 mm | RDSO/B-10436/4 | PCC/48.00/BOW/NHAI | 39/68- |
thick M.S. Plate) with Bottom /120 40/68 |
Long Beam & Arch Beam | |

21). | Stiffener Plate (25 mm thick RDSO/B-10436/6 | PCC/48.00/BOW/NHAI | 41/68-
ML.S. Plate) with Bottom Cross /21 42/68
Beam & Bottom Long Beam

22). | Diaphragm Plate (20 mm thick RDSO/B-10436/2 | PCC/48.00/BOW/NHAI | 43/48-

| M. S, Plate ) with Arch Beam _ | 22 44/68

23). | Diaphragm Platc {Shipping T RDSO/B-10436/5 | PCC/43.00/BOW/NHAIL | 45/68- |
Mark: DP1 & DP2} (16 mm & /23 46/68
20 mm thick M. S. Plate resp.)
with Bottom Long Beam '

24). | Diaphragm Plate (10 mm thick RDSO/B-10436/3 | PCC/48.00/BOW/NHAI | 47/68-
M. S. Plate ) with Top Tie Beam 124 48/68 |

& 25). | Diaphragm Plate (10 mm thick RDSO/B-10436/3 | PCC/4R.00/BOW/NHAL | 49/68-
M. S. Plate ) with Top Lateral /25 50/68 |
Bracing Beam -
26). | Bottom Cross Beam Angle Cleat | RDSO/B-10436/6 | PCC/48.00/BOW/NHAL | 51/68- |
(L150X150X15) with Bottom ' 26 52/68
' ' Long Beam Side Plate (22 mm _
‘ thick M.S. Plate) | |
| 27). | Stiffener Plate (25 mm thick RDSO/B-10436/4 | PCC/48.00/BOW/NHAI | 53/63-
M.S. Plate) with Arch Beam & | /27 54/68

| Bottom Long Beam

TV Prabhakar Kr. §i
_ . Singh
Hg?awﬁ;: SYoFi) /. General Manager (Civi)
SRR 160, WS/ IRCON INTERNATIONAL LTD,, Ranchi

I T 1 3037/ Govt. of ndia Undertaking
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} 28). | Bottom Long Beam Joint, Cover | RDSO/B-10436/5 | PCC/48.00/BOW/NHAT | 55/68-
Plate (28 mm thick M.S. Plate) ' /28 56/68
with Top & Side Plates |

29). | Arc Beam Joint, Cover Plate (32 | RDSO/B-10436/2 | PCC/48.00/BOW/NHAI | 57/68-
mm thick M.S. Plate) with Top 29 58/68
& Side Plates |
30). | Top Tie Beam with Arc Beam & | RDSO/B-10436/3 PCC/48.00/BOW/NHAI | 39/68-
Hanger ! /30 60/68
31). | Top Lateral Bracing Beam with | RDSO/B-10436/3 PCC/48.00/BOW/NHAI | 61/68-
Top Tie Beam & Arc Beam. . /31 62/68
32). | Stiffener Plate (25 mm thick RDSO/B-10436/3 | PCC/48.00/BOW/NHAI | 63/68-
M.S. Plate) with Top Tie Beam, /32 64/68
- Top Lateral Bracing Beam &
| Arch Beam. |
33). | Stud Shear Connector on Top RDSO/B-10436/6 | PCC/43.00/BOW/NHAIL | 65/68-
Flanges of Bottom Cross Beam : ' /33 66/68
34). | TACK Weld All relevant PCC/48.00/BOW/NHAI | 67/68-
drawings on the /34 68/68
above
- T
! anager (Ciyj
_— P JRIRCONNTERMTOML L1, b

Govi, of India Uﬂdﬂhk}nu
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series No.

2). Weld Joint Description
3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
6.1). Electrode Wire

6.2). Flux
6.3). Shielding Gas
7).Base Metal Preparation

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

Hodfo Tq e
Asst, Reseafeh Officer/M&C

¥ H3TT / Ministry of Railways
fosfoRefo, T&TH /R.0.5 0., Lucknow

1|Pag=

mm? RiE/Prabhakar Ky Singh
T s o, e
WRE Wt

. Punia Construction Company

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

. PCC/48.00/BOW/NHAL/01 |

RDSO/B-10436/1 & RDSO/B-10436/5.
Bottom Long Beam, Top Plate (22 mm thick M.S.
Plate) with Side Plates (22 mm thick M.S. Plate).

. Fillet (10 mm)
- Plates IS: 2062-2011, E-350 Gr. BO,

FCAW
Horizontal

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

Type: Flux Cored Wire

Drying Method: N.A.

N.A.

co2

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

750 mm

M

\1122 mim

1100 mm

Nt Ganm]‘”ana e N e
ger (Civ
ON INTERNATIONAL L7D), ;m:,? i

BT, Govt. of India Undertaking !
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Jotnt Preparation

8). Welding Current
9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

As per IS: 4333-1995 & WBC-2001
: Type: DC, Polarity: Reverse
As per IS: 7310 (Part-1) & 817
|

. Weld | Electrode/Wire | Current Arc | Wirefeed | Travel | Electrode | Gas flow
| pass dia. (in mm) | (in Amp.) | voltage | speed (in | speed (in | stick out | (l/min.)
No. (involt) | m/min.) | m/min.) | (in mm)
| |
| 1 12 220-300 | 26-31 5.0-5.5 «.Kzoﬂ'o.zs 10 15-22
~ | | '
2 1.2 220-300 | 26-31 | 5.0-5.5 o.zh*ﬁzs 10 1522 |
| ! |
3 1:2 | 220-300 | 26-31 50-55 |0.20:0% i0 15-22 |
| |
10.2) Welding sequence & techniques : 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 other side of groove weld : NA.
14). Pre-heating & interpass temperature : 100°C - 150°C
15). Peening ¢ NLAL
16). Post weld treatment : N.A.
17). Rectification of weld defect By grinding of the defective weld & rectifying the
(If Any) weld as per C1.32.2 of I$ 9595-96, using B2 class of
electrodes of speciﬁcati@n IRS M-28/20 after
conducting D.P. Test.
18). Inspection of weld Visual, D.P. Test.
~ 19). Any other relevant detail None

2|Page

Prepared by: Punia Construction Company.
Signature:

Designation:

Date;

(For and on behalf of fabricator)

WnﬂﬁﬁmgWWo

Assil, Resedrch Officer/M&C
& WA,/ Ministry of Railways
1a5inRToTe, TEAE /R.0.S 0., Lucknow

L, R
iGor, of i U'zdaatak;:;dﬁ
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series No.

2). Weld Joint Description
3). Base Metal
4). Welding Process
3). Welding Position

e 6). Welding Consumable
6.1). Electrode Wire

6.2). Flux

6.3). Shielding Gas

7).Base Metal Preparation

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

weld passes & their sequence,
etc.)

Woalo a{ﬁ@ﬁg g ¥

Assil, Reseereh Officer/M&C
& WA / Ministry of Railvays -
lodoRToHo, AEHH/R.D.S 0., Lusknak =

3|Paze

1100 mm

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

: PCC/48.00/BOW/NHAL/02

- RDSO/B-10436/1 & RDSO/B-10436/5.

Bottom Long Beam, Top & Bottom Plate (22 mm thick
M.S. Plate) with Side Plates| (22 mm thick M.S. Plate).

- Fillet (10 mm)

. Plates IS: 2062-2011. E-330 Gr. B0,
1 S AW,

: Flat inclined at 45°

: Class: W2 of IRS M-39-2020

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

: Class: F2 of IRS M-39-2020

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

o NLAL

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

22 mm 10 mm
3

—» |+— 22 mm

T G _'.jn ﬁumbhaiar Kr. Slngh
O am;a.mmnluanawlclﬂ
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N SHEET

7.2). Joint Preparation

8). Welding Current

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

: As perIS: 4353-1995 &V

: Type: DC, Polarity: Reverse

VBC-2001

: AsperlS: 7310 (_Part-l}«?zSi?

Weld | Electrode/Wire | Current Arc | Wire | Welding | Electrode | Gas flow :
pass dia. (inmm) | (in Amp.) | voltage ]I feed speed (in | stick out | (1/min.) |
(in volt) | speed (in | m/min.) | (in mm) :
| m/min.) q
oy 1 +1 4.00 550-600 28-32 | 1.5-1.8 | 0.4540.55 20 N.A.

10.2) Welding sequence &techniques

1

[ 1). Provision of run on/run off tabs
12). Cleaning of weld bead before laying of next weld bead
13). Root preparation before welding other side of groove weld
= 14). Pre-heating & Interpass temperature
16). Peening
1 7). Post weld treatment
18). Rectification of weld defect
(If Any)

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

4|Page

Hodfo a}fﬁ@ﬂm Tq ¥ls

Asslt. Research Officer/M&C
& HATeTT / Ministry of Railways
To3ieTlatlo, TE&TE /R.0.5 C.. Lucknow

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

4

o

1 Yes

: NA.

: N.A.

: 100°C - 130°C
o NLAL
: N.A.

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

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

Nong

Prepared by:
Signature!
Designation:
Date:

Punia Construction Company

(For and on behalf of fabricator)

0 fif/Prabhakar Kr. Singh
P (rEE3) 10t General Manager (Civil
R 0, 5, IRCON INTERNATIONAL LTD, Ranchi

I WU i 395/ Govt. of india Undertaking
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Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series No.

2). Weld Joint Description
3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
6.1). Electrode Wire

6.2). Flux

6.3). Shielding Gas
7).Base Metal Preparation

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

Hoato ey Tg ¥
AssH. Resedrch Officer/MM&C

el 5ATE / Ministry of Railways
‘odfelodo, TEAE ./ R.D.S 0., Lucknow

S|Page

. Punia Construction Company

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

PCC/48.00/BOW/NHAL/O3
|

. RDSO/B-10436/1 & RDSO/B-10436/9.

Hanger Box, Top & Bottom Plate (32 mm thick M.S.
Plate) with Side Plates (25 mm thick M.S. Plate).

. Fille: (10 mm) and 20mm fillet at hanger end(Bulge section)
. Plates IS: 2062-2011, E-330 Gr. B0,

S.AW.

- Flat inclined at 45°

Class: W2 of [RS M-39-2020

Type: Copper coated mild steel wire .

Drying Method: N.A.
Class: F2 of IRS M-39-2020

Type: Agglomerated

Drying Method: 250°C for one hour before use

OR As recommended by manufacturer

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

l32 mm
X |
10 mm
— —> l—25m
/
7
. TETE
T ?&.:??/Prahhakar Kr. Singh

b iy A,fJ‘t.GaneralMsna ar (Civi
wﬁﬁm % 73;25‘:% rmgmnomu?d.rfmm
YGou. o Inda Undertzking
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

§). Welding Current

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

: As per [S: 4353-1995 & *‘VBC«BOUI
: Type: DC, Polarity: Reverse

: AsperlS: 7310 (Part-1) & 817

Weld | Electrode/Wire | Current Arc | Wire | Wei{fﬁling | Electrode | Gas flow |
pass dia. (in mm) | (in Amp.) | voltage feed speed (in | stick out | (1/min.)
i (in volt) | speed (in m/min.) | (in mm)
i m/min.) |
. 1+ 4.00 550-600 | 2832 | 15-18 | 0.50:060 | 20 N.A.

10.2) Welding sequence &techniques

4

11). Provision of run on/run off tabs

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

}

|

2z

: Yes

12). Cleaning of weld bead before laying of next weld bead
13). Root preparation before welding other side of groove weld
14). Pre-heating & [nterpass temperafire

: N.A.
: N.A.
100°C - 130°C

16). Peening

17). Post weld treatment

18). Rectification of weld defect
(If Any)

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

Hodlo m‘rﬁam g e

Asstt. Rasearch Officer/M&C
el 3T / Ministry of Railways
‘edelode, T&@TEG,/R.0.5 Q., Lucknow

6|Page

: N.A.
¢ N.A.
By grinding of the defective weld & rectifying the
weld as per C1.32.2 of I$: 9595-96, using B2 class
of electrodes of specification IRS M-28/20 after
conducting D.P. Tesl.
: Visual, D.P. Test & Macro Etching.

None
A Prepared by: Punia Construction Company
ey —— Signature:
L7 S 5. Designation:
=y SUEL ) Date:
] (For and on behalf of fabricator)

' 2T w0 i Era;;akir Kr. Singh

WAL e (arifirm)/ Jt. General Manager (Civil
T4y 10, T IRCON INTERNATIONAL LTD, Ranchi
TR %1 367/ Govt. of India Undertaking




2863465/2024/0/0 ED/BNnS/RDSO

WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series No.

2). Weld Joint Description
3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
6.1). Electrode Wire

6.2). Flux
6.3). Shielding Gas
7).Base Metal Preparation

7.1). Joint design details

(Sketch showmng arrangements
parts, Weld groove details,

weld passes & their sequence,

etc.)

7|Page

. Punia Construction Company

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

¢ PCC/HAR.00/BOW/NHAV04

RDSO/B-10436/1 & RDSOQ/B-10436/2.
Arch Beam, Bottom Plate (25 mm thick M.S. Plate)
with Side Plates (25 mm thick M.S. Plate).

+ Fillet (10 mm) _
: Plates IS: 2062-2011, E—SS%G Gr. BO,

FCAW
Horizontal

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

Type: Flux Cored Wire

Drying Method: N.A.

N.A.

CO2

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

1100 mm

Hodfe ﬂﬁrﬁﬂ'@ g ¥l

Assll, Reseatch Officer/M&C
Y@ FAET/ Ministry of Railways
ladeHioe, & e R.0O.5 O, Lucknow

Tt 0 fifg/Prabhakar Kr. Singh
WO WEvaTS

| WITTT WY & 3%/ Govt. of India Undertaking

: ) Jt. General Manager (Civil)
JE 3R 0, Tl IRCON INTERNATIONAL LTD, Ranchi

664
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WELDING PROCEDURE SPECIFICATION SHEET
|

7.2). Joint Preparation : AsperlIS: 4353-1995 &!WBC-?.GOI
&). Welding Current : Type: DC, Polarnty: Reverse
9). Welder qualification : As per IS: 7310 (Part-1) & 817

10). Welding parameters & techniques
10.1) Welding parameters

Weld | Electrode/Wire  Current Arc Wire feed Tré:lvel Electrode | Gas flow |
pass dia. (in mm) | (in Amp.) | voltage | speed(in | speed (in | stickout | (l/min.)
No. | | (involt) | m/min.) | m/min.) | (in mm) :

1 1.2 | 220-300 26-31 5.0-5.5 %0?0.25 10 15-22
: |
F 2 1.2 220-300 26-31 5.0-5.5 0.20:%25 10 15-22
3 | 1.2 220-300 | 26-31 50-55 | 0.20-0.2% 10 15-22
|
10.2) Welding sequence & techniques : N.A
11). Provision of run on/run off tabs t A
12). Cleaning of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld : NAA.
14). Pre-heating & interpass temperature : 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
(If Any) weld as per C1.32.2 of 18:9595-96, using B2 class of
electrodes of specification IRS M-28/20 after
conducting D.P. Test.
18). Inspection of weld : Visual, D.P. Test.
S 19). Any other relevani detail : None

Prepared by: Punia Construction Company

Signature:
; Designation:
el o
Assh, i I i
W w‘!g;;;mni;r? :f:c:a:rlﬂl:ﬁ (For anﬁi on behalf of tabricator)
i Py lodoRioRo, TETE /R.0.6 .. Lucknow
(: | Au \o
- \; w/
'.{ ?“‘;/ ¥ |
o R |
W 0 Rie/Prabhakar K, Sin
; 90 Y - Singh
ngaama@mm General Manager (Civil
q};ﬁmm, WR/IRCON INTERNATIONAL LTD. Ranchi
WWWGM. of India Undertaking

g|Paze
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WELDING PROCEDURE .SPECIFICATIO:N SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series No.

2). Weld Joint Description
3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable

i 6.1). Electrode Wire
6.2). Flux
6.3). Shielding Gas
7).Base Metal Preparation
7.1). Joint design details
(Sketch showing arrangements
parts, Weld groove details,
weld passes& their sequence,
etc.)
A
\\- g ‘
oy
9|Page

1100 mm

; : |
. Punia Construction Company

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

; PCCMS.OO#'BOW:”NHAHO%

|
. RDSO/B-10436/1 & RDSO/B-10436/2

Arch Beam, Top & Bofttom Plate (25 mm thick M.S.
Plate) with Side Plates (25 mm thick M.S. Plate}

: Fillet (10 mm)
: Plates 1S: 2062-2011, E-350 Gr. BO,

S.AW.
Flat inclined at 45°

Class: W2 of IRS M-39-2020

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

: Class: F2 of [RS M-39-2020

Type: Agglomerated
Drying Method: 250°C for one hour before use

OR As recommended by manufacturer
N.A,

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

10 mm

25£nm |

— l—25 mm

oo m&m 9q I4lo

Asstl, Reseafch Officer/IM&C
7T FATA S Ministry of Railways

750 mm |
i 5 {oHToWe, TETa S R.O.S O, Lucknow

F

| TR %0 fi@/Prabhakar Kr. Singh
mw(ﬂﬁﬁaﬁ) 131, General Manager (Civil)
0l T3 50, 1/ (RCON INTERNATIONAL LTD,, Ranchi
WA T %I 39/ Govi. of india Undertaking
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WELDING PROCEDURE SPECIFICATION SHEET
|

7.2). Joint Preparation . AsperIS: 4353-1995 & TVBCQUOI
8). Welding Current : Type: DC, Polarity: Reverse
9). Welder qualification : Asper[S: 7310 (Part-1) & 817

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

Weld | Electrode/Wire | Current | Arc | Wire _“'Wai:_iﬂiﬁg | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) | voltage = feed speed (in | stick out | (1/min.)
(in volt) | speed (in | m/min.) | (in mm)
5 | m/min.) |
. [ I 1 4.00 1 350-600 28-32 1.5-1.8 | 0.45-0.55 20 N.A.

10.2) Welding sequence &techniques : Welding from run on to run off tabs at the free ends.

A
4 2
1 % [
r |
11). Provision of run on/run off tabs ¢ Yes
2). Cleaning of weld bead before laying of next weld bead ¢ N.A.
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & Interpass temperature : 100°C -150°C
16). Peening : NA.
17). Post weld treatment : N.A.
18). Rectification of weld defect : By grinding of the defective weld & rectifying the
(If Any) weld as per C1.32.2 of IS: 9595-96, using B2 class

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

19). Inspection of weld . Visual, D.P. Test & Macro Etching.
20). Any other relevant detail : None
; Prepared by: Punia Construction Company
WW&%W‘\’W‘:‘ T TS Signafire:

Desxgnahan-
Date:
(For and on behalf of fabricator)

Asstl. Reseafeh OfficerM&C
<& WA,/ Ministry of Railways
fooRjetn, FE@TH,/R.0.5 0., Lucknow

10]Page
.} T %0 g Prabhakar Kr. Singh

{3 T (7f3E) UL General Manager

§lGoi F2T77 fefo, a7 (RCON INTERNATIONAL LTD,
IR TS S 7/ Govt. of India Undertal
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series No.

2). Weld Joint Description
3). Base Metal

4). Welding Process

3). Welding Position

6). Welding Consumable
6.1). Electrode Wire

6.2). Flux

6.3). Shielding Gas
7).Base Metal Preparation

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

Hodfo T ¥

AssH, Rageafch Officer/M&C

¥ WFTEY / Ministry of Railways
fasfoRiets, FETE,/R.0.5 O., Lucknow

(Varies 748 to 1092 mm}

11|Page

: Punia Construction Company

. PCC/A48.00/BOW/NHAL/06

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

. RDSO/B-10436/1 & RDSO/B-10436/6

Int. Bottom Cross Beam {Shipping Mark: BCBU/
BCB2}, Web Plate (16 mm thick M.S. Plate) with Top
Flange Plate (20 mm thick M.S. Plate) & Bottom Plate
(28 mm thick M_S. Plate) |

: Fillet (12 mm)

- Plates IS; 2062-2011, E-350 Gr. B0, Beam E250B0
: S.LAW.

: Flat inclined at 45°

Class: W2 of IRS M-39-2020
Type: Copper coated mild steel wire

Drying Method: N.A.

Class: F2 of IRS M-39-2020

Type: Agglomerated

Drying Method: 250°C for one hour before use

OR As recommended by manufacturer

N.A.

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

350 mm
II‘—_—.II:
- b i 20 mm
!
2 mm
12 mm

d k ] 28 mm
|
300 mm
. VTR %D fifz/Prabhakar Kr. Singh
WP vgaa: (&) /0t General Managgr (Civil)

T g 0, THY/RCON INTERNATIONAL LTD, Ranchi
BT FH H 395/ Gowt. of India Undertaking
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WELDING PROCEDURE SPECIFICATIO;N SHEET

7.2). Joint Preparation

8). Welding Current

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

: As perIS: 4353-1993 & ‘TLVBC-EOOI
: Type: DC, Polarity: Reve}l‘se

|
. AsperIS: 7310 (Part-1) xigz 817

Weld | Electrode/Wire | Current Arc Wire | Welding | Electrode | Gas flow |
pass dia. (inmm) | {in Amp.) | voltage feed speed (in | stick out | (1/min.)
i (in volt) | speed (in | m/min.) | (in mm)
| m/min.) |
149 4.00 | 550-600 28-32 1.5-1.8 | 0.35-40 20 N.A.
. |
|
10.2} Welding sequence &techniques : Welding from run on to run off tabs at the free ends.
4 2
1 3
N
l |
11). Provision of run on/run off tabs : Yes
12). Cleaning of weld bead before laying of next weld bead : NA.
13). Root preparation before welding other side of groove weld : NA
14). Pre-heating & [nterpass temperature . 100°C - 150°C
T -
16). Peening ¢ N.A.
17). Post weld treatment N.A.

18). Rectification of weld defect
(If Any)

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

Hodlo mﬁﬁ'@ 75 1O

Assll. Reseafch OfficerfM&C
o1 ¥aTer,/ Ministry of Railways
[o&juRTo e, TETE /R.D.5 C., Lucknow

12| Page

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

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

None
/s , Prepafﬂﬁ by: Pumia Construction Company
/O TN Signature:
(—E Auth. |\ Designation:
=l Date: |

. L~ (For anr}_ on behalf of fabricator)

oy

| it w0 iz Prabhakar Kr. Singh
i () 1t General Manager (Civil)

b 0, 70/RCON INTERNATIORAL LT, Ranchi

T G & 35@/Gowt. of India Undertaking
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|
WELDING PROCEDURE SPECIFICATIQN SHEET

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

Welding Procedure Specification No. PCC/48.0UFBOW;’NHAUO7|

1). Drawing Series No. : RDSO/B-10436/1 & RDSOQ/B-10436/6
Int. Bottom Cross Beam (BCB1/BCB2), Stiffener
Plate (12 mm thick M.S. Plate) with Web Plates (16 mm
thick M.S, Plate).

2). Weld Joint Description : Fillet (8 mm)
3). Base Metal . Plates [S: 2062-2011, E-350 Gr. BD,
4). Welding Process : FCAW '
3). Welding Position . Horizontal
™ 6). Welding Consumable :
6.1). Electrode Wire : Flux Cored Welding wire, Class 1 of IRS: M-46/20,
Grade E71T-12 as per I[S/AWS Spec.: A5.20/A5.20M:
2005 (R2015).
Type: Flux Cored Wire
Drying Method: N.A.
6.2). Flux : NA.
6.3). Shiclding Gas : CO2
7).Base Metal Preparation . Fusion faces and adjacent surfaces are cleaned, made
free from cracks, notches, mill scale, grease, paint, rust,
etc. which may affect weld quality.
7.1). Joint design details
(Sketch showing arrangements
parts, Weld groove details,
weld passes & their sequence,
etc.) 330
— | [ T 20 mm
.8 mm
(Varies 748 to 1092 mm) L~ 8 mm

12 mm thick Stiffener

, .
mum@mgwm \ [ ] 28 mm

Assli, Raseafch Officer/M&C
¥ WA,/ Ministry of Railways

lo3ioRToTo, TETE,/R.D.S 0., Lucknow ‘ 500 mm ,

A PAL L 2L 2L
PITTIVTIFTT7TAZT7T77N

/? 1 rf_-_. :

i ALtk
J :-;-l.‘-”'-: : i. |
-« B . W 0 e/ Prabhakar Kr. Singh
R0 VAT (08) L. General Manager (Civil
T Y T 0, ToHIRCON INTERNATIONAL LTD, Ranchi

VIR T &l 79/ Govt. of India Undertaking
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l
WELDING PROCEDURE SPECIFICATIOiN SHEET

7.2). Joint Preparation : AsperlS: 4353-1995 & L‘V’BGZGOI
|

8). Welding Current : Type: DC, Polarity: Revc&se

9). Welder qual:fication : AsperIS: 7310 (Part-1) & 817

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

Weld | Electrode/Wire | Cumrent | Arc | Wirefeed | Travel | Electrode | Gas flow
pass | dia (inmm) |(in Amp.) | voltage speed(in | speed (in | stickout | (I/min.)
No. (involt) | wmin) —mimin) | (in mm)
I 12 220-300 | 26-31 50-55 (020825 10 15-22
o -
10.2) Welding sequence & techniques : MiA.
11). Provision of run on/run off tabs : N.A.
12). Cleaning of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld 1 N.A
14). Pre-heating & interpass temperature : 100°C - 150°C
15). Peening i NA
16). Post weld treatment : N.A.
17). Rectification of weld defect : By grinding of the defective weld & rectifying the
(If Any) weld as per C1.32.2 of [8:9595-96, using B2 class of
electrodes of specification IRS M-28/20 after
conducting D.P. Test.
18). Inspection of weld : Visual, D.P. Test.
19). Any other relevant detail : Nome
Prepared by: Punia Construction Company
= Toato m@ﬁﬂ:@ E v@Te Sigrl';'lmr:l:_: -
' AssHt, Researth OfflcerMac Designafon:
F HAG,/ Ministry of Railways Date:

lodfoRTao, HETE/R.O.S 0., Lucknow

(For and on behalf of fabricator)

Wﬁ;%ékar Kr. Singh

W TR (W) /0t General Manager {Civil)
A 72Ty 80, T IRCON INTERNATIONAL LTD, Ranchi
WA VT & WA Govt. of India Undertaking

14|Page
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series No.

2). Weld Joint Description
3). Base Metal

4). Welding Process
5). Welding Position
6). Welding Consumable
6.1). Electrode Wire

6.2). Flux
6.3). Shielding Gas
7).Base Metal Preparation

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

Cross Frame Channel
ISMC-150

Wﬂﬂﬁﬁﬁmtﬁ'ma

Asstl. Research Officer/M&C
o1 WA/ Minisiry of Railways
lasinHiaHo, o@TE,/ R.0.8 0., Lucknow

15|Pagse

o

; |
: Punia Coenstruction Company

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

|
: PCCJ-"48.00{'BOW/NHAIIOS|

|
. RDSO/B-10436/1 & RDSO/B-10436/6

Int. Bottom Cross Beam (iBCBl:‘BCBZ), Cross Frame
Channel (ISMC-150) with Stiffener Plate (12 mm thick
M.S. Plate)

. Fillet (6 mm)
. Plates [S: 2062-2011, E-350 Gr. BO & Channel [S:

2062-2011 E-250 BO
FCAW

- Overhead (Welding at Bridge Site)

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

Grade E71T-12 as per IS/AWS Spec.: A5.20/A5.20M:
2005 (R2013). '

Type: Flux Cored Wire

Drying Method: N.A.

N.A.

co2

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

f& W?%ﬁﬁ%’!?rahhakar Kr. Singh

(' ' | TR s ardf) /Jt. General Manager (Civil
) XOL J s o o, T IRCON INTERNATIONAL LTD, Ranch

R

1/ Y/ I R W 3N/Govt of india Undertaking
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WELDING PROCEDURE SPECIFICATIO:N SHEET

7.2). Joint Preparation

8). Welding Current

9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

As per IS: 4353-1995 & WBC-2001

: Type: DC, Polarity: Reverae

: Aspcr IS: 7310 (Part- l)n&Bl?

| Weld | Electrode/Wire | Current | Arc Wire feed | Travel | Electrode | Gas flow
| pass dia. (inmm) | (in Amp.) | voltage | speed (in [ speed (in | stick out | (1/min.)
i No. (in volt) | m/min) | m/min.) | (in mm)
il 1 1.2 220-300 26-31 5.0-55 | 630025 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 : Yos
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature 1 100°C - 150°C
15). Peening : N.AL
16). Post weld treatment : N.A.
17). Rectification of weld defect By grinding of the defective weld & rectifying the
(If Any) weld as per C1.32.2 of 1S:9595-96, using B2 class of
electrodes of specification IRS M-28/20 after
conducting D.P. Test.
18). Inspection of weld . Visual, D.P. Test.
19). Any other relevant detail None
Prepared by: Punia Coustruction Company.
&ZW Signature:
— (=] Gl'ﬁ' [=}
) X:rn Raseafch omgn.m DEbl}_,[ldlllUil.
e S/ Ministry of Railways Date:

—
S Duniy

-

16jPage

‘oA, @ E /R.0.5 0. Lucknow

;!;tiﬂmakar Kr. Singh

mm(&*ﬁaﬂm General Manager (Civil)
FT JT 0, T /IRCON INTERNATIGNAL LTD, Ranchi

WA Wit % A/ Govt. of India Undertaking

(For and|on behalf of fabricator)
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|
WELDING PROCEDURE SPECIFICAT!ON SHEET

Name & Address of fabricator

Welding Procedure Specification No.
1). Drawing Series No.

2). Weld Joint Description
3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
6.1). Electrode Wire

6.2). Flux
6.3). Shielding Gas
7).Base Metal Preparation

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

: Punia Construction Compaluy

Mangali Kutiya, 8 KM S{one on Tosham Road, Hisar.

: PCC#’48.00KBOW'=NHAU09:

RDSO/B-10436/6.

Int. Cross Beam (BCB1/BCB2) Joint, Top Flange
Cover Plate (25 mm thick M.S. Plate), Web Cover Plate
(16 mm thick M.S. Plate) & Bottom Flange Cover
Plates (32 & 20 mm thick M.S. Plate) with Int. Cross
Beam.

Fillet (14 mm)

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

Horizontal-Vertical (Welding at Bridge Site)

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

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

2005 (R2015).

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

. CO2

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

14 mm

FZS mm thick Cover Plate

r.l(Jun/jrf'r‘.r'ruJ'!.-:'In;n-unu;nuJ:uuruunurn-l

Hodo mﬁr@mg Tq e

Assi, Resedrch Officer/M&C
¥ HAeTT / Ministry of Railways
l2dioiiotie, FETE /R.D.5 C.. Lucknow

Int. Cross Beam ———

+ -
hnnuu\l-.\Juus-.Ln%\nnluufun_\_LLH!.'JU

FII TN T T ETTTTIT I INTTTTTITAT

I
I
|
|
P l
1
|
l
1

‘eb Cover Plate
(16 mm thick)

Bottom Flange Cover Plate (32 mm thick)

;‘Prabhakal Kr. Singh
T S . Generai Manager (Civil)
A O 6, tra‘chr:N INTERNATIONAL LTD., Ranchi
mmuwzsm of India Undertaking
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|
WELDING PROCEDURE SPECIFICATIO?N SHEET

7.2). Joint Preparation

8). Welding Current

9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

: AsperlIS: 4353-1995 & iiNBC-?.OOl

: Type: DC, Polarity: Reverse

: AsperIS: 7310 (Part-l);& 817

675

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

|
1 1.2 220-300 | 26-31 5.0-5.5 |Q2040.25 10 15-22
2 1.2 220-300 26-31 | 5.0-5.5 0.2%25 10 15-22
3 1.2 220-300 | 26-31 5.0-5.5 0.2{)40.2\7 10 15-22
|
10.2) Welding sequence & techniques : N.AA
11). Provision of run on/run off tabs : NLA.
12). Cleaning of weld bead before laying of next weld bead ¢ Yes
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature : 100°C - 150°C
15). Peening : NA.
16). Post weld treatment N.A.

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

Visual, D.P. Test.
None

17). Rectification of weld defect
(If Any)

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

|
Prepared by: Punia Construction Company

oo aﬂﬁ% Tq o

Signanire:
Asstl, Reseerch Officar/M&C Designation:
Y1 WA,/ Minisiry of Railvays Date:

le5iaHToTo, FaTE,/R.0.S 0., Lucknow

(For and on behalt of fabricator)

TOTET ) fifz/ Prabhakar Kr. Singh
g TS () . Generd Manager (CWiY)
mmm,v‘ﬁnmba NTERNATIONAL LTD, Ranchi
Wi T A Govt of incia Undertaking

1B|Page=
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

l). Drawing Series No.

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

=y 6). Welding Consumable
6.1). Electrode Wire

6.2). Flux

6.3). Shielding Gas
7).Base Metal Preparation

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

(Varies 748 to 1092 mm)

etc.)
Hodlo arfer Td "o

Assit, Raseafeh Offcer/M&L s
¥ HITEY / Ministry of Railways e
‘odloAToWe, FEE /R.0.5 O., Lucknow

19| Pa

€

an

: Punia Construction Company

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

|
: PCC/AM8.00/BOW/NHAL/LQ |

RDSO/B-10436/1 & RDSO/B-10436/6

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

: Fillet (14 mm)
. Plates [S: 2062-2011, E-350 Gr. B0,
: S.AW,

Flat inclined at 45°

Class: W2 of RS M-39-2020
Type: Copper coated mild steel wire
Drying Method: N.A.
Class: F2 of IRS M-39-2020
Type: Agglomerated
Drying Method: 150°C for one hour before use
OR As recommended by manufacturer
N.A.
Fusion faces and adjacent surfaces are cleaned, made
frec from cracks, notches. mill scale, grease, paint,
rust, etc. which may affect|weld quality.

) ‘@thhakarkﬁ Singh
Tgw amﬁa)i.ltﬂsneral!ﬂanager(cwﬂ)

) T T 0, e RCON INTERNATIORAL LTD, Rachi
/I W H G Govt of india Undertaki. g
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WELDING PROCEDURE SPECIFICATIO

N SHEET

7.2). Joint Preparation

8). Welding Current

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

As per IS: 4353-1995 & WBC-2001

: Type: DC, Polarity: Revet%se

: Asper IS: 7310 (Part-1) c%. 817
|

677

Weld | Electrode/Wire | Current Arc Wire Wel:::lin g | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) | voltage feed speed (in | stick out | (l/min.)
(in volt) | speed (in nmn:in.) (in mm)
m/min.) |
1 4.00 550-600 28-32 1.5-1.8 | 0.45-0.55 20 N.A.
2 4.00 | 550-600 | 28-32 1.5-1.8 | 0.45-0.55 20 N.A.
|

10.2) Welding sequence &techniques

5

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

S

|

4

1

3

|

11). Provision of run on/run off tabs
12). Cleaning of weld bead before laying of next weld bead
13). Root preparation before welding other side of groove weld

14). Pre-heating & [nterpass temperature

16). Peening

17). Post weld treatment

18). Rectification of weld defect
(If Any)

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

Tadfo mﬁﬂﬂrq e 4T

Assit, Reseafoh Officor/M&C
Y7 FAT/ Ministry of Railways
I3ieHieTo, F@TE /R.0.5 O, Lucknow

20| Page

. Yes

» AL
: NA.
: 100°C -
: NA.
: NA.

150°C

. By grinding of the defective weld & rectifying the

weld as per C1.32.2 0f1$

: 9595-96, using B2 class

of electrodes of specification RS M-28/20 after

conducting D.P. Test.
- Visual, D.P. Test & Macro Etching.
None

Prepared by: Punia Construction Company

Signature:
Designation:
Date: |

(For and on behalf of fabricator)

=

) @thhakamsmm
j| TR &) /Jt. General Manager (Ci

- i gernr o, THUARCON INTERNATIONAL LD, Ran

YT Wi & 798/ Govl of India Undertaking
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series No.

2). Weld Joint Description
3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
6.1). Electrode Wire

6.2). Flux
6.3). Shielding Gas
7).Base Metal Preparation

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

: Punia Construction Company

Mangali Kutiya, 8§ KM Ston%_-e on Tosham Road, Hisar.

. PCC/48.00/BOW/NHAL/1 | :

RDSO/B-10436/6.

End Cross Beam (BCB3) Joint, Top Flange

Cover Plate (40 mm thick M.S. Plate), Web Cover Plate
(28 mm thick M.S. Plate) &l Bottom Flange Cover
Plates (40 mm thick M.S. P!ate) with End Cross Beam.
Fillet (20 mm)

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

FCAW

Horizontal-Vertical (Welding at Bridge Site)

- Flux Cored Welding wire, Class 1 of [RS: M-46/20,
Grade E71T-12 as per ISYAWS Spec.: AS20/AS5.20M:

2005 (R2015).
Type: Flux Cored Wire
Drying Method: N.A.

: N.A,
: CO2

Fusion faces and adjacent surfaces are cleaned, made
free from cracks. notches, mill scale, grease, paint, rust.

f.—cl-ﬂ mm thick Cover Plate

Lciniedbivoiiionredsrerdivpivsnnisedatniivereesen peidl
3 { s r

Hodlo Tq Tl
AssH, Reseafch Officer/M&C
e WA,/ Ministry of Railways

Iod{oRloto, F@TE /R.0.5 0., Lucknow

End Cross Beam ——F+—

q
p
b
-
b |
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‘over Plaie
(28 mm thick)

21|Page

Bottom Flan:ge Cover Plate (40 mm thick)

T!W;;Ig;ahhakar Kr. Singh

TR TS () (i, General Manager (Civil)
& TR 0, T/ IRCON INTERNATIONAL LTD,, Retchi
W AT & @ Govt. of India Undertaking
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current

9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

: As per [S: 4353-1995 &T’BC—EOO!

: Type: DC, Polarity: Revetse
: AsperlS: 7310 (Part—l)sf?c 817

679

Weld | Electrode/Wire | Cument Arc | Wire feed Trawf/el | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) | voltage | speed(in | speed (in | stickout | (1/min.)
No. (involt) | m/min) | m/min) | (in mm)
I 1.2 220-300 26-31 5.0-5.5 %20—*).25 10 15-22
2 12 220300 | 2631 | 5.0-55 o.\o-b,ZS 10 15-22
|
3 1.2 220-300 | 26-31 5.0-3.3 0.20{}.25 10 15-22
4 1.2 220-300 | 26-31 5.0-5.5 0.20-0\25 10 15-22
5 15 220-300 | 2631 | 5055 |0.20:0.0% 10 15-22
i I
10.2) Welding sequence & techniques : N.A.
11). Provision of run on/run off tabs . NLAL
12). Cleaning of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld : N.AA.

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

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

Hodlo m@ﬂm TH ™o

Asstl. Reseafch Officer/M&C
o1 WA,/ Minislry of Railvays
o5 ToHo, TETE,/R.D.S 0., Lucknow

100°C - 150°C

: N.A.
N.A.

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

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

None

Prepared by: Punia Construction Company

Signature:
Designation:
Date:

(For and on behalf of fabricator)

vm;;iﬁj;ﬂakar Kr. Singh

T T (3 JL Generat Manager (Civil)
Vi A 0 TRCON INTERNATIORALLT. . ¥anchi
ST VT 1 29ER) Govt. of India Undertaxing
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|
WELDING PROCEDURE SPECIFICATIO#J SHEET

Name & Address of fabricator : Punia Coenstruction Cornpan!y

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

Welding Procedure Specification No.  : PCC/48.00/BOW/NHAI/12

|
1). Drawing Sernies No. : RDSO/B-10436/1 & RDSO/B-10436/3
Top Tie Beam, Top & Bottom Plate (22 mm thick M.S.
Plate) with Side Plates (22 mm thick M.S. Plate)

2). Weld Joint Description : Fillet (8 mm)
3). Base Metal . Plates IS: 2062-2011, E-350 Gr. B0,
4). Welding Process : S.AW.
5). Welding Position : Flat inclined at 45°
6). Welding Consumable :
~ 6.1). Electrode Wire : Class: W2 of IRS M-39-2020

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

OR As recommended by manufacturer
6.3). Shielding Gas ¢ NA.

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

free from cracks, notches, mill scale, grease, paint,
rust, etc. which may affect weld quality.
7.1). Joint design details
(Sketch showing arrangements
parts, Weld groove details,
weld passes& their sequence,

etc.) 8 mm

221nm Pas L
~ . : h/

FHoago Iffen v o
Asstl, Research Officer/M&C

¥l S/ Minisiry of Railways
doicte, FEFE/R.05 ., Lucknow

550 mm

—» |+— 22 mm

23|Page (&/Prabhakar Kr, Singh

W A F (FAE) (. wenera! Haneyer (Civil)
TR T2 0, TEhIRCON INTERNATIONAL LTS Renchi
A Wit & W Govt of India Undertaking
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WELDING PROCEDURE SPECIFICATIbN SHEET

|

7.2). Joint Preparation : As per IS: 43531995 & WBC-2001
|

8). Welding Current : Type: DC, Polarity: Reverse

9). Welder qualification : Asper [S: 7310 (Part- 1) & 817

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

Weld | Electrode/Wire | Current I Are | Wire Welding | Electrode | Gas flow ]
pass dia. (in mm) | (in Amp.) | voltage | feed speed (in | stick out | (1/min.) |
!' (in volt) | speed(in | m/min.) | (in mm) 1
i | m/min.)
- 4.00 | 550-600 28-32 | 1.5-1.8 | 0.50-0.60 20 N.A.
10.2) Welding sequence &techniques : Welding from run on to run off tabs at the free ends.
4 f 2
l 3
S A
L1). Provision of run on/run off tabs : Yes
12). Cleaning of weld bead before laying of next weld bead : NA.
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & Interpass temperature : 100°C - 150°C
P il .
16). Peening : NA.
17). Post weld treatment : NA
1B). Rectification of weld defect ¢ By grinding of the defective weld & rectifying the
(If Any) weld as per C1.32.2 of IS: 9595-96, using B2 class
of electrodes of specification IRS M-28/20 after
conducting D.P. Test.
19). Inspection of weld : Visual, D.P. Test & Macro Etching.
20). Any other relevant detail : None
Hoalo mﬁﬁﬁ@ g e 3 Prepared by: Punia Construction Company
Assit, Resemiﬁ Ofﬂner{M&C e - Slgﬂal‘uﬂ’.‘:
¥ WA / Ministry of Railways . eitinnd O B
oFeTote, TETH,/R.D.S O., Lucknow FA® W\ Designation:
f .04 Date:

{For and|on behalf of fabricator)

24|Page . W0 [erPrabhakar Kr. Singh
g FRTR4<(a, (TR (0t General Manager (G
O R0, H IRCOM (4TERNATIONAL LT0, Rar

WY RTE W Y Govt. of India Undertakin,
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WELDING PROCEDURE SPECIFICATION SH ET
|

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series No.

2). Weld Joint Description
3). Base Metal

4). Welding Process

3). Welding Position

6). Welding Consumable
6.1). Electrode Wire

6.2). Flux

6.3). Shielding Gas
7).Base Metal Preparation

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

HoaTo 37fey g o

Asstl. Rasearch Officer/M&C

X AT / Ministry of Railways
odelo¥o, TETE /R.D.S 0., Lucknow

25| Page

. Punia Construction Compdny

: PCC/48.00/BOW/NHAL/13

: Fillet (10 mm)
: Plates IS: 2062-2011, E-350 Gr. BO

¢ Flat inclined at 45°

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

RDSO/B-10436/1 & RDSO/B-10456/3
Top Lateral Bracing Beam, Top & Bottom Plate (25

mm thick M.S. Plate) with ;Side Plates (25 mm thick
M_S. Plate)

4

S.AW.

Class: W2 of IRS M-39-2020
Type: Copper coated mild steel wire
Drying Method: N.A.
Class: F2 of IRS M-39-2020
Type: Agglomerated
Drying Method: 250°C for one hour before use

OR As recommended by manufacturer
N.A.
Fusion faces and adjacent surfaces are cleaned, made
free from cracks, notches, mill scale, grease, paint,
rust, etc. which may affect weld quality.

0 mm

430 mm

25 mm

w

%ﬁmkar Kr. Singh

= v a3 General Manager (Civil)
] g 32 0, T IRCON INTERNATIONAL LT, Ranchi
4 TTd W H 398/ Govt. of India Undertaking
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current

9). Welder qualification

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

: As per IS: 4353-1995 & WBC-2001
|
: Type: DC, Polarity: Reversic

|
© AsperIS: 7310 (Part-1) &|817

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

' pass dia. (inmm) | (in Amp.} | voltage | feed speed (in | stick out (1/min.)
j (in volt) | speed (in | mV/min.) | (in mm)

‘ i | m/min,) :

T 400 | 550-600 | 28-32 | 15-1.8 | 030080 35 NA

10.2) Welding sequence &techniques

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

L1). Provision of run on/run off tabs ¢ Yes

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

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

14). Pre-heating & Interpass temperature + 100°C - 150°C
16). Peening : NLAL

L 7). Post weld treatment : NA.

18). Rectification of weld defect

(If Any)

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

Hodfo mﬁﬁam TF ¥ro

Assil, Reseafoh Officar/M&C

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

Visual, D.P. Test & Macro Etching.
None

Prepared by Punia Cosstruction Company

I FA/ Minkstry of Railways & !gl?amr;.
a3oHToto, FETEH /A.D.S 0., Lucknow Designation:
. Date:

(For and on behalf of fabricator)

Al o BzrPrabhakar Kr. Singh

g TR (6T Ut General Manager (Civil)
AT 720 80, T/IRCON INTERNATIONAL LYD, Ranchi
" WA WO 9 3@ Govt. of India Undertaking
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684

WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

L). Drawing Series No.

2). Weld Joint Description

3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
& 6.1). Electrode Wire

6.2). Flux
6.3). Shielding Gas
7).Base Metal Preparation

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

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

: PCC/48.00/BOW/NHAL/ 14

RDSO/B-10436/3.
Top Tie Beam Joint, Cover Plate (28 mm thick
M.S. Plate) with Top Tie Beam Top & Side Plates

: Fillet (18 mm)

Plates IS: 2062-2011, E-350 Gr. BO,
FCAW
Horizontal-Vertical (Welding at Bridge Site)

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

Grade E71T-12 as per [S/AWS Spec.: AS.20/A5.20M:

2005 (R2013).
Type: Flux Cored Wire
Drying Method: N_A.

: NA.
. ()7

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

18 mm

/———28 mm thick Cover Plate

Top Tie Beam

TV IT IS T Y

l’“ I"It!-f“ .H'Jtijnail;.-- Eebriisiss
fetapecnciiaiy ’
.%.Lnﬂlt'i-lll-w"ltlu‘- n:u.uulutnm;un|\|_\E
3 | 3
N
3 | 3
3 h
: i g
N | : /?—
3 L Todpo aﬁrgﬁm Td e
3 l R Assil. Resesfch OfficeriM&C
3 { 3 ‘@ Fra / Minisiry of Railways
] | S IndnHioHe, AEE /R.D.S 0., Lucknow
3 ™
] | 8
a 3
!lljl|l<lilnl|‘ LB s A
;r.r... =

| \ 18 mm
m%ar Kr. Singh

' i arager {Civil)

A A (AT At General Maager (Civi)

ﬁ%m.ﬁfi&cou INTERSATIONAL LTD., Ranchi
[ W& 1 795RR Govt. of india Undertaking
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current

9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

As per IS: 4353-1995 & WBC-2001

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

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

1 1.2 220-300 26-31 5.0-5.5 %0—0.25 10 15-22
2 L2 220-300 26-31 5.0-55 | 0. 2\‘0‘25 10 15-22
3 12 220-300 | 2631 | 5.0-55 |0.20-025 10 1522 |
4 12 220-300 26-31 50-5.5 | 0.20-0.2% 10 1522 |
10.2) Welding sequence & techniques : NA.
L1). Provision of run on/run off tabs : N.A.
12). Cleaning of weld bead before laying of next weld bead i Yes
13). Root preparation before welding other side of groove weld : MLA

14). Pre-heating & interpass temperature

15). Peening

16). Post weld treatment
17). Rectification of weld defect

(If Any)

18). Inspection of weld

19). Any other relevant detail

: By grinding of the defective weld &

100°C - 150°C

: N.A.
N.A.

rectifying the

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

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

None

(For and on behalf of fabricator)

LgCa

N H{JP :
(3rRTE) . G

kar Kr. Singh

m;ﬁ‘ﬁ Bl Prepared by: Pumia Construction Company.
e AT/ Ministry of Railways Signature:
a¥eHlode, @S,/ R.0.5 0., Lucknow Des ignation:
Date:

neral Manager (Civil)
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& 7773 oo, TdIRCON INTERNATIONAL LTD, Ranchi
A WER i 3568/ G2 L of Incia Undertaking
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WELDING PROCEDURE SPECIFICATION SHEET

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

Welding Procedure Specification No.  : PCC/4R.00/BOW/NHAL/1S

1). Drawing Series No. . RDSO/B-10436/9.
Hanger with Arch Beam, Side Plate (32mm thick M S.
Plate) with Arch Beam Side Plate (25 mm thick M.S.

Plate).
2). Weld Joint Description ¢ Fillet (20 mm)
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 s
6.1). Electrode Wire : Flux Cored Welding wire, Class | of [RS: M-46/20,
Grade E71T-12 as per IS/AWS Spec.: A5.20/A5.20M:
2005 (R2015).
Type: Flux Cored Wire
Drying Method: N.A.
6.2). Flux : NA.
6.3). Shielding Gas S 1 6 7
7).Base Metal Preparation : Fusion faces and adjacent surfaces are cleaned, made

free trom cracks, notches, mill scale, grease, paint, rust,
ete. which may affect weld quality.
7.1). Joint design details
(Sketch showing arrangements
parts, Weld groove details,
weld passesé& their sequence, G of Hanger
etc.)

¢ of Arch Beam

Hodte aTfer Tq ¥Hlo

Asstt, Reseafch Officer/M&C

¥ ST,/ Ministry of Railways
Io3oRloto, F@TE /R.0.5 0., Lucknow

TRt S0 akar Kr. Singh
A A () 1t General Manager (Civil)

5% 2 0, T IRCON INTERNATICHAL LTD. Ranchi
' STR@ WU & 9/ Govt. of India Underaking
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WELDING PROCEDURE SPECIFICATION SHEET

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

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

Weld | Electrode/Wire | Current Arc | Wire feed | Travel | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) voltage | speed (in | speed (in | stick out (Mmn.)
No. (involt) | m/min) | m/min) | (in mm)
I 1.2 220-300 26-31 5.0-5.5 0)%0-0.25 10 15-22
il 2 1.2 220-300 26-31 5.0-5.5 0.2&-0.25 10 15-22
3 1.2 220-300 26-31 50-5.5 0 15-22
4 1.2 220-300 26-31 5.0-5.5 10 15-22
3 1.2 220-300 26-31 5.0-5.5 10 15-22
10.2) Welding sequence & techniques : N.AAL
11). Provision of run on/run off tabs : N.A.
12). Cleaning of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld : NLAL
14). Pre-heating & interpass temperature 1 100°C - 150°C
13). Peening i NLAL
16). Post weld treatment i N.AL
17). Rectification of weld defect ¢ By grinding of the defective weld & rectifying the
. (If Any) weld as per C1.32.2 of 1S:9595-96, using B2 class of

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

18). Inspection of weld : Visual, D.P. Test.
19). Any other relevant detail . None
THoso e g Tl

Asstl, Reseafch Officer/M&C
e AT,/ Ministry of Railways ) ) .
‘aaloAToHe, TEHE,/R.D.S 0., Lucknow Prepared by: Punia Construction Company

Signature:

Designation:

Date:

(For and on behalf of fabricator)

DW‘:TZ;&;: Kr. 8'ngh

Ta TEUETF (W8T General Managsr (Civil)
rnmmfm T IRCON INTERNATIONAL LTD_ Ranni
T W@T T JWiA/ Govt. of India Undanaking
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No,

1). Drawing Series No.

2). Weld Joint Description
3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
6.1). Electrade Wire

6.2). Flux
6.3). Shielding Gas
7). Base Metal Preparation

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

Al 8l 2]

¢ Punia Construction Company

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

: PCC/48.00/BOW/NHAL/16

RDSO/B-10436/9.
Stiffener Plate (25mm thick MLS, Plate) with Hanger

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

: Fillet (18 mm)

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

: Overhead (Welding at Bridge Site)

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

Crade E71T-12 as per [SYAWS Spec.: A5.20/A5.20M:
2005 (R2015).

Type: Flux Cored Wire

Drying Method: N.A.

N.A.

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

Hodo mﬁlﬁﬁm Tg ¥Ho

Assit, Ressafch Officer/M&C
T HATEA/ Ministry of Railways
13O RTaHo, FHETE /R.D.S 0., Lucknow

¢ of Hanger

//Pesbhakar Kr. Singh

'nqaa' AT f-}:;:&.r:di General Maneger 'Civil\
#*Ti?fg!;"ﬁfﬁﬂ TRHIRCON & EF:\!—“{:‘:QLL|0...-'i‘-_" i
i mﬁ‘{hﬁﬂwﬁ;ﬁwt of india Undartaxic 2
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current

9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

: AsperIS: 4353-1995 & WBC-2001

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

689

17). Rectification of weld defect

(If Any)

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

| Weld | Electrode/Wire | Current Arc | Wirefeed [ Travel ‘ Electrode | Gas flow
pass dia. {in mm) | (in Amp.) voltage | speed (in | speed (in | stick out (l/min.) |
No. (involt) ' m/min) | m/min) = (in mm)
[ 1.2 220-300 26-31 5.0-5.5 %20—0.25 10 15-22
2 1.2 220-300 | 26-31 | 5.05.5 O.V-o.zs 10 1522
3 1.2 220-300 26-31 5.0-55 | 0.2000.25 | 10 15-22
B 1.2 220-300 26-31 5.0-5.5 | 0.20-0025 10 15-22
5 1.2 220-300 26-31 5.0-5.5 | 0.20-0.2§ [0 15-22
e e =__aF ===t . N
10.2) Welding sequence & techniques : N.A. .
[1). Provision of run on/run off tabs Hodto aﬁ@ﬂl‘g W;EN.A.
12). Cleaning of weld bead before laying of next weld bead Q%“,ﬁfxmf;ws Yes
13). Root preparation before welding other side of graove weld "% wam/rbs 0. LA,
14). Pre-heating & interpass temperature 100°C - 150°C
15). Peening 7 MAL
16). Post weld treatment ¢ N.A.

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

None

Prepared by: Punia Construction Company.
Signature:
Designation:
Date:

(For and on behalf of fabricator)

mar Kr. Singh

TR T (RO L, General Manager (Civil)
Fﬁémmﬁumu INTEFNATIONAL LID, Ranchi

WITA BT % TEGovt. of India Undertaking
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1}). Drawing Series No.

2). Weld Joint Description
3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
6.1). Electrode Wire

6.2). Flux
6.3). Shielding Gas
7).Base Metal Preparation

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

Todlo mﬁ@ﬁn‘u 7§ ¥l

Assil. Reseafch Officer/M&C
Y@ FAE/ Ministry of Railways
adicHToHo, FETE /R.0.5 0., Lucknow

- Punia Construction Company

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

: PCC/48.00/BOW/NHAL/17

: RDSO/B-10436/9.

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

: Fillet (18 mm)

Plates [S: 2062-2011, E-350 Gr. B0,

: FCAW

Overhead (Welding at Bridge Site)

Flux Cored Welding wire, Class 1 of IRS: M- 46120,
Grade E71T-12 as per IS/AWS Spec.: A5.20/A5.20M:
2005 (R2013).

Type: Flux Cored Wire

Drying Method: N.A.

N.A.

CO2

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

7

(F_of Hanger

X 18 mm

(Eor" Bottom Long Beam

FEFTFTR TSI IR TP PP Iy,

L o i e

4l
!\ll\ll\\\‘!lll]L\l\ l\ilﬂ“iﬂ””“‘“”

i I

WEHU rabl.ovar Kr. Sinah
TR T (TN Geners! Manager (Civil)
i J2TR 0, T /IRCON INTERNATIONAL LTD, Ranchi
WA AR & 3%/ Govt. of India Undertakin~
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2863465/2024/0/0 ED/BNnS/RDSO

WELDING PROCEDURE SPECIFICATION SHEET

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

9). Welder qualification : AsperlS: 7310 (Part-1) & 817
10). Welding parameters & technigues ]
10.1) Welding parameters

Weld | Electrode/Wire | Current Arc Wire feed | Travel | Electrode | Gas flow
pass dia. (in mm) | (in Amp.) | voltage | speed (in speed (in | stick out | (1/min.) ;
No. (nvolt) | m/min.) | m/min.) | (in mm) '
1 1.2 220-300 26-31 5.0-5.5 %20-0.25 10 15-22
ik 2 p2 220-300 26-31 5.0-5.5 0.%—0.25 10 15-22
3 1.2 220-300 | 26-31 5.0-5.5 uzo?.zs 10 15-22
4 1.2 220300 | 2631 5055 | 0.20-095 10 1522 |
i 5 1.2 220-300 | 26-31 5.0-3.5 | 0.20-0.2% L0 15-22
. | b
10.2) Welding sequence & techniques : NA.
11). Provision of run on/run off tabs : NLAL
12). Cleaning of weld bead before laying of next weld bead s Yes
13). Root preparation before welding other side of groove weld : NA.
14). Pre-heating & interpass temperature : 100°C - 150°C
15). Peening 3 N
16). Post weld treatment : N.AA.
17). Rectification of weld defect : By grinding of the defective weld & rectifying the
= (If Any) weld as per C1.32.2 of IS:9595-96, using B2 class of

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

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

19). Any other relevant detail . None

. Prepared by: Punia Construction Company,
Hodlo JfEr 7T e Signature:
Assil. Research Officer/M&C DESigHaIion-
e WATE,/ Ministry of Railvays :
a3 iotfo, TEE /R.D.5 0., Lucknow Date:

(For and on behalf of fabricator)

g:m%m Kr. Singh

b-ic mﬁfﬁﬁﬁ} (Jt, General Manager | C'wi!)
YO 2T, T IRCON INTERNATIONAL LTD, Ranchi
9T W& & 3w/ Govt. of India Under.aking
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2863465/2024/0/0 ED/BNnS/RDSO

WELDING PROCEDURE SPECIFICATION SHEET

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

Welding Procedure Specification No. - PCC/48.00/BOW/NHAL/ 8

1). Drawing Series No. © RDSO/B-10436/9.
Stiffener Plate (25mm thick M.S. Plate) with Hanger
(25 mm thick M.S. Plate) & Botlom Long Beam (22
mm thick M.S. Plate)

2). Weld Joint Description . Fillet (20 mm)
3). Base Metal ¢ Plates IS: 2062-2011, E-350 Gr. B0,
4). Welding Process . FCAW
3). Welding Position : Overhead (Welding at Bridge Site)
e 6). Welding Consumable :
6.1). Electrode Wire ¢ Flux Cored Welding wire, Class 1 of IRS: M-46/20,
Grade E71T-12 as per IS/AWS Spec.: A5.20/A5.20M:
2005 (R2015).
Type: Flux Cored Wire
Drying Method: N.A.
6.2). Flux ¢ N.A.
6.3). Shielding Gas : CO2
7). Basé Metal Preparation : Fusion faces and adjacent surfaces are cleaned, made
free from cracks, notches, mill scale, grease, paint, rust,
ete. which may affect weld quality.
7.1). Joint design details
(Sketch showing arrangements
parts, Weld groove details,
weld passes& their sequence, (¢ of Hanger
etc.)
- | !
— Todfo mﬁrﬁﬂn‘j vd e -

X HATT,/ Minfsiry of Railway's

[
i
In3oRoHe, FGTE,/R.0.5 C., Lucknow y Ir
A !
25 mm thick Stiffener 1 i
| 1
Adiasassas df I RTTRTET /TATY

¢ of Bottom Long Beam e -4 =

i

i

Assit, Reseatoh Officer/M&C ]
1 4

|

|

35 Page TW’F_WEEG{:&&HI‘KI Sinch

WA TR (AT, Gunaral b anager (Civil)
T T2V (0, T RCON INTERNATINAL LTD, Ranchi
T T i 75RE Govt oi India Undertaking




2863465/2024/0/0 ED/BNnS/RDSO

WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current

9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

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

: Type: DC, Polarity: Reverse

t AsperlS: 7310 (Part-1) & 817

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

1 1.2 220-360 26-31 5.0-5.5 0%0—0.25 10 15-22
= 2 13 220-300 | 26-31 5.0-3.5 0.2%}.25 10 15-22
3 12 220-300 | 26-31 | 5.0-55 0.20~¥5 10 15-22
4 172 220-300 | 26-31 50-5.5 | 0.20-0.2% to 15-22
10.2) Welding sequence & fechniques : NLA.
11). Provision of run on/run off tabs ¢ NLAL
12). Cleaning of weld bead before laying of next weld bead : Yes
L3). Root preparation before welding other side of groove weld : NA.
14). Pre-heating & interpass temperature : 100°C - 150°C
15). Peening : N.A.
16). Post weld treatment : N.A.
17). Rectification of weld defect By grinding of the defective weld & rectifying the
(If Any) weld as per CL.32.2 0f 15:9595-96, using B2 class of
electrodes of specification IRS M-28/20 after
conducting D.P, Test,

18). Inspection of weld

19). Any other relevant detail

Visual, D.P. Test.
None

Hodfo aﬁﬁm-g vg w0

Assil, Research Dfficer/M&C
@ WY/ Ministry of Railvays
losloRToWo, FETH,/R.0.8 0., Lucknow

Signature:
Designation:
Date:

{For and on behalf of fabricator)

30 ST (T, Genera) Manscrs 1
¥ TR, TRy & Manager (i

MY W

Prepared hy: Punia Construction Company

S ~,t'!ﬁ’l:i‘an.al.ﬂnaiu'u'F('r‘ Singh

N INTERNATICNAL LTD. Faneh)
FT/ Govt, of India Undertéki

g
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2863465/2024/0/0 ED/BNnS/RDSO

WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series No.

2). Weld Joint Description

3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
- 6.1). Electrode Wire

6.2). Flux
6.3). Shielding Gas
7). Base Metal Preparation

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

Hadlo aﬂﬁ@w‘g TE ¥Te

Asslt. Research Officer/M&C
¥E WA/ Ministry of Railways
TodfeTlo¥e, W&TE /R.0.5 O.. Lucknow

16 mm thick Diaphragm Plate

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

: PCC/48.00/BOW/NHAL/19

- RDSO/B-10436/9.

Diaphragm Plate (16 mm thick M.S. Plate) with
Hanger.

: Fillet (10 mm)

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

i FCAW
: Honzontal-Vertical

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

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

2005 (R2015).

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

2 002

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

Hanger

l

AR ARS

10 mm

10 mm

/| (Welded on
three sides)

\\\‘s\\\\\\\u\\\\\

AR L RN R AN U SUREE AR R

IHH_-‘/;.UI

TVTE 7 Prannakar Kr Singh
ol qm;ﬁmﬁﬁi)r.}t, Sereral "Aarage ‘,mﬁl
e : CIN INTERMATIURALLTD, Rarchi

r2 v f0, T RC |
wﬂiﬁmﬂﬁﬂ e/ Govt of India Underteking
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2863465/2024/0/0 ED/BNnS/RDSO

WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation As per IS: 4353-1995 & WBC-2001

8). Welding Current

9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

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

695

Weld | Electrode/Wire | Current Arc | Wirefeed | Travel | Electrode | Gas flow |
pass dia. (in mm) | (in Amp.) | voltage | speed (in speed (in | stickout | (1/min.) |
No. (nvolt) | m/min.) | m/min.) (in mm)
1 1.2 220-300 26-31 | 5.0-5.5 %{)-0.25 19 15-22
~ 2 12 220-300 | 2631 | 5.0-55 | 0.20.25 10 15-22
3 1.2 220-300 | 26-31 50-5.5 |0.20-0.% 10 1522 |
|
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 other side of groove weld ¢ NA
14). Pre-heating & interpass temperature
13). Peening
16). Post weld treatment
17). Rectification of weld defect

(If Any)

O NLAL
i NLA.

100°C - 150°C

By grinding of the defective weld & rectifying the
weld as per C1.32.2 0f 18:9595-96, using B2 class of

electrodes of specification IRS M-28/20 after

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

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

Hodlo g ¥ e
AssH, Reseafch Officer/M&C

& Signature:

AT,/ Ministry of Railways 2 =L

lo¥oRoTo, F@TE /R.0.5 0., Lucknaw gcmgnatmn.
ate:

Prepared by: Punia Construction Company,

3|Paze

(For and on behalf of fabricator)

?W;T;makar Kr. Singh

WW "R/t General anager (Civif)
TR TR 60, VR IRCON INTERNATIONAL LTC . Ranchi
WA W& & TR/ Gowt. of India Undertaki 13
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2863465/2024/0/0 ED/BNnS/RDSO

WELDING PROCEDURE SPECIFICATION SHEET

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

Welding Procedure Specification No. - PCC/48.00/BOW/NHAL20
). Drawing Series No. : RDSO/B-10436/4.

Joint at L0, Cover Plate (32 mm thick M.S. Plate) with
Bottom Long Beam & Arch Beam.

2). Weld Joint Description : Fillet (20 mm)
3). Base Metal : Plates IS: 2062-2011, E-350 Gr. B0,
4). Welding Process . FCAW
5). Welding Position : Horizontal-Vertical (Welding at Bridge Site)
6). Welding Consumable :
i 6.1). Electrode Wire ¢ Flux Cored Welding wire, Class 1 of [RS: M-46/20,

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

Type: Flux Cored Wire

Drying Method: N.A.

6.2). Flux : N.AL
6.3). Shielding Gas 1 CO2
7).Base Metal Preparation : Fusion faces and adjacent surfaces are cleaned, made

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

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

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

= 32 mm thick Cover Plate -ﬁ\

TITTIITIFI TR,

T

got“ Bottom Long- e

= 3 3 oo arfﬁ@ﬂ?g Tq TEile
Asstl, Resgafih Officer/M&C

¥ WA,/ Minjstry of Railvays
Iyetode, HETE/R.OS O, Lucknow

Frrrrr

w;r;;gﬁr Kr. Singh

ﬁqﬂamfﬂﬂﬁmdt.ﬁenemmnagv ‘Covily
JG SR 90, T IRCOM ATERMATIONAL LTD., Raro
W A &3, Govt. of India Undertar




2863465/2024/0/0 ED/BNnS/RDSO

WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current

9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

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

: Type: DC, Polarity: Reverse

: AsperiS: 7310 (Part-1) & 817

| Weld [ Electrode/Wire | Current Arc | Wirefeed | Travel | Electrode | Gas flow |
pass dia. (inmm) | (in Amp.) | voltage | speed (in speed (in | stick out | (1/min.)
No. (involt) | m/min.) | m/min.) | (in mm) i;
1 12 220300 | 2631 | 5055 0\20-0.25 10 1522 |
i |
2 1.2 220-300 26-31 5.0-5.5 0.%0.25 10 15-22
3 1.2 220-300 | 26-31 5.0-5.5 0.20«\25 10 15-22
- 1.2 220-300 26-31 5.0-55 | 0.20-0.%5 10 15-22ﬁ;
5 1.2 220-300 26-31 5.0-3.5 | 0.20-0.25\ 10 1522 |
10.2) Welding sequence & techniques : NA.
L1). Provision of run on/run off tabs ¢ NLAL
12). Cleaning of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature 100°C - 150°C
15). Peening : N.A.
16). Post weld treatment i N.A.

17). Rectification of weld defect

(If Any)

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

Hodo

I AT/ Ministry of Railways
l3{offato, F&TE,/R.O.S O, Lusknow

By grinding of the defective weld & rectifying the
weld as per C1.32.2 0f I$:9595-96, using B2 class of
electrodes of specification IRS M-28/20 after
conducting D.P, Test.
Visual. D.P. Test.

. None

g T
Asstl, Research Officer/M&C

Designation:
Date:

(For and on bekalf of fabricator)

. AATET HOAE Prabhakar Kr. Singh

mm:wﬁmut. General Managur (Civil)
R T 50, VRHRCON INTERMATICAAL LTD &anhi

IR WU & W/ Govt. of ndia Undertakinn

Prepared by: Punia Canstruction Company
Signature:
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2863465/2024/0/0 ED/BnS/RDSO

WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabrdcator

Welding Procedure Specification No,

1). Drawing Series No.

2). Weld Joint Description
3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
6.1). Electrode Wire

6.2). Flux
6.3). Shielding Gas
7).Base Metal Preparation

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

41 |Page

. Punia Construction Company

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

. PCC/48.00/BOW/NHAL21

RDSO/B-10436/6.
Stiffener (25 mm thick M.S. Plate) with Bottom
Cross Beam & Bottom Long Beam

. Fillet (20mm)

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

: FCAW
: Overhead (Welding at Bridge Site)

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

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

Type: Flux Cored Wire

Drying Method: N.A.

: N.A.
: GO2
. Fusion faces and adjacent surfaces are cleaned, made

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

Todlo &ﬁ@ﬂg v e

Asstl, Roseafch Officer/M&C
W\ HATHT,/ Ministry of Railways
lo57uHicHo, TETE /S R.D.5 0., Lusknow

¢ of Bottom Long Beam

Bottom Cross
Beam

-t

25 nim thick
Stiffener

m'eg_g'.fpnhhakar Kr 2insh

TR WEEGE (584 Cerer: 0 WL ul
FRRTTIR 0, TRCON TR e i
WA W& & 9&5) Covl, of India Ln
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2863465/2024/0/0 ED/BNnS/RDSO

WELDING PROCEDURE SPECIFICATION SHEET

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

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

Weld | Electrode/Wire | Current Arc | Wire feed | Travel | Electrode (Gas flow
pass dia. (in mm) | (in Amp.) voltage | speed (in | speed (in | stick out | (1/min.)
No. (in volt} | m/min) | m/min.) (in mm)
I 1.2 220-300 26-31 5.0-3.5 0\20-0.25 10 1522 |
i 2 1.2 220-300 | 26-31 50-55 |0.20-025 10 15-22
3 1,2 220-300 26-31 5.0-55 O.EOV.ES 10 15-22
3 13 220-300 | 2631 | 5.0-55 |020005 1 1o 1522 |
f l
5 l 1.2 220-300 | 2631 50-55 |0.20-0.2% 10 1522 |
L | i
10.2) Welding sequence & techniques : N.A.
11). Provision of run on/run off tabs : NA.
12). Cleaning of weld bead before laying of next weld bead ¢ Yes
13). Root preparation before welding other side of groove weld ¢ NA.
14). Pre-heating & interpass temperature : 100°C - 150°C
15). Peening : NLA.
16). Post weld treatment 1 N.A,
17). Rectification of weld defect © By grinding of the defective weld & rectifying the
_— (If Any) weld as per C1.32.2 of 1S:9595-96, using B2 class of

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

18). Inspection of weld . Visual, D.P. Test.
19). Any other relevant detail : None
Hodlo mﬁe;m g T Prepared by: Puma Construction Company.
Assil. Rasearch Oﬂicen_fMJC Si gnature;
'O-Wia%'efv, aégg}sg.vn?sl o s Designation:
Date:

(For and on behalf of fabricator

i ?@bhakar Kr. Singh
FER TETHAY (S Jt. General Manager (Civil)

T F 50, Y IRCON INTERNATIONAL LT0, Ranchi
I WU %1 3R/ Govt. of Iadia Undertaking
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2863465/2024/0/0 ED/BNnS/RDSO

WELDING PROCEDURE SPECIFICATION SHEET

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

Welding Procedure Specification No. - PCC/48.00/BOW/NHAL/22
1). Drawing Series No, ¢ RDSO/B-10436/2.

Diaphragm Plate DP (20 mm thick M.S. Plate)
with Arch Beam

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

3}. Base Metal : Plates [S: 2062-2011, E-350 Gr. Bo,

4). Welding Process : FCAW

5). Welding Position . Horizontal-Vertical

6). Welding Consumable s

~ 6.1). Electrode Wire : Flux Cored Welding wire, Class 1 of [RS: M-46/20,

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

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

6.2). Flux : NA
6.3). Shielding Gas 1 CO2
7).Base Metal Preparation ¢ Fusion faces and adjacent surfaces are cleaned, made

free from cracks, notches, mill scale, grease, paint, rust,
efc. which may affect weld quality.
7.1). Joint design details
(Sketch showing arrangements
parts, Weld grooye details,
weld passes& their sequence, Arch Beam

etc.) l

2 3 :
20 mm thick ey ; 10 mm
Diaphragm Plate t 3| 7 E 10 mm
(DP) X 1 11Welded on three sides)

T Irr

r g

' v
i .\umnv/n-n -
HodHo Tq o

Assil. Researdh OfficeriM&C
¥ T/ Ministry of Railways
Idjetijotie, FETFE /R.0.5 C., Lucknow

;Ewakar Kr. Singh

Lec) WK(-W#&};JL Generai Managsr (Civil)
T WA 90, T IRCON INTERNATIONAL LTD,, Rarchi
I et &1 3959, Govt. of India Undertaking




2863465/2024/0/0 ED/BNnS/RDSO

WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

995 & WBC-2001

As per IS: 4353-1

8). Welding Current

: Type: DC, Polarity: Reverse

9). Welder quahification : AsperIS: 7310 (Part-1) & 817
10). Welding parameters & techniques :
10.1) Welding parameters
Weld | Electrode/Wire | Current Arc Wire feed | Travel | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) | voltage | speed(in | speed (in | stick out | (l/min.)
No. (inveolt) | m/min.) | m/min.) (in mm)
1 1.2 220-300 26-31 5.0-5.5 ﬁ{]LO.ZS 10 15-22
2 1.2 220-300 26-31 | 3.0-35 0.2(;:’\%’.5 10 15-22
3 12 220300 | 2631 | 5.0-55 | 020002%] 10 [5-22
|
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 & Yas
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature : 100°C - 150°C
15). Peening 3 NLA
16). Post weld treatment : N.AG
17). Rectification of weld defect By grinding of the defective weld & rectifying the

(If Any) weld as per C1.32

2 0ofl

5:9595-96, using B2 class of

electrodes of specification IRS M-28/20 after

conducting D.P. Test.

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

Visual, D.P. Test.
None

Hodjo aﬂﬁﬁm@ g ¥

Asstl. Resedfth Officer/M&C
YA HAT, Ministry of Railvays
= aFoReFo, AT,/ R.0.S 0., Lucknaw

WRA WL

44jPage

Prepargd by: Punia Construction Company,

Signatiire:
Designation:
Date:

(For and on behalf of fabricator)

5
U9 /Prabhakar Kr. $in
) T ROEE i . Singh
TIE WY ( Nt General Manager (Civif)

_ ACON INTERNATIONAL LTD, Ranchi
T 0EHy Govt. of India Undentaking
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2863465/2024/0/0 ED/BNnS/RDSO

WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series No.

2). Weld Joint Description
3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
6.1). Electrode Wire

6.2). Flux
6.3). Shielding Gas
7).Base Metal Preparation

7.1). Joint design details

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

ete.)

: PCC/48.00/BOW/MNHAL2]

: Fillet (10 mm)
. Plates IS: 2062-2011, E-350 Gr. B0,
: FCAW

: Horizontal-Vertical

: Flux Cored Welding wire,

¢ MLAL
s 2

Punia Construction Compa

iny

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

RDSO/B-10436/4 & RDSO/B-10436/5
Diaphragm Plate {Shipping Mark: DP1 & DP2}
(16 mm & 20 mm thick M|S. Plate resp.) With

Bottom Long Beam

Class 1 of [RS: M-46/20,

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

2005 (R2015).
Type: Flux Cored Wire
Drying Method: N.A.

Fusion faces and adjacent|surfaces are cleaned, made

free from cracks, notches,

mill scale, grease, paint, rust,

etc. which may affect weld quality.

DP2 »

(20 mm thick Plate)

DP1
N (16 mm thick)

%

.‘.

%> All diaphragm plates welded from at least three side using 10 mm
(Hanger side compulsory).

Fillet weld.

oo g ¥l
AssH, Reseafch Officer/M&C
¥@ FATT/ Ministry of Railways
Iod{oRlofo, H@TE /R.0.5 0., Lucknow

tiakar Kr. Singh

& 37 o, T RO

R S
He T (3F917) i, Ceneral Manager (Civil)

INTERNATIONALLTD, Ranchi

VI FUET & T Govt. of India Undertaking
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation :

8). Welding Current
9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

As per IS: 4353-1995 & WBC-2001

¢ Type: DC, Polanty: Reverse
As perIS: 7310 (Part-1) & 817

Weld | Electrode/Wire | Current Arc Wire feed | Travel | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) | voltage | speed(in | speed (in | stick out | (1/min.)
No. (in volt) | m/mm) m/min.) | (in mm)
1 2 220-300 26-31 5.0-5.5 0%’—:0.25 10 15-22 |
~~ 2 1.2 220-300 26-31 5.0-5.3 0.30¥5 10 15-22
3 ) 17220300 | 2631 | 5.0-55 |0.20:02%| 10 15-22
10.2) Welding sequence & techniques 1 NAAL
11). Provision of run on/run off tabs y NAA
12). Cleaning of weld bead before laying of next weld bead & Vel
13). Root preparation before welding other side of groove weld : NAL
14). Pre-heating & interpass temperature : 100°C - 150°C
15). Peening r NoAs
16). Post weld treatment N.A.

17). Rectification of weld defect

(If Any)

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

oo ﬂﬁﬁ‘l’l’g o THlo

Assil. Reseafch Officer/MaC
¥ FATTI/ Ministry of Railways
‘ajedfoWe, TETE,/R.D.5 0., Lucknaw

46 |Page

. By grinding of the defective weld & rectifving the
weld as per C1.32.2 of I8: 9595-96, using B2 class of
electrodes of specificatipn [RS M-28/20 after

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

Prepared by: Punia Construction Company
Signature:

Designation:

Date:
(For and on behalt of tabricator)

—

WO Prabhakar Kr. Sinch

(dt. General Manag 2r (Civi])
N INTERNATIONAL LTD,, Ranchi
Govt of india Undertaking
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WELDING PROCEDURE SPECIFICATI(

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series No.

2). Weld Joint Description
3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
6.1). Electrode Wire

6.2). Flux
6.3). Shielding Gas
7).Base Metal Preparation

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

L0 mm thick
Diaphragm Plate

Mangali Kutiya, 8 KM Stg
. PCCHA8.00/BOW/NHAL/2:

RDSO/B-10436/3.

ON SHEET

: Punia Construction Company

ne on Tosham Road, Hisar.

1

Diaphragm Plate {Shipping Mark: DP} (10 mm thick

M.S. Plate) With Top Tie
: Fillet (10 mm)
: Plates IS: 2062-2011, E-3
: FCAW
: Horizontal-Vertical

: Flux Cored Welding wire,
Grade E71T-12 as per 18/4
2005 (R2013).

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

: EHa2
Fusion faces and adjacent

free from cracks, notches,
etc. which may affect wel

Top Tie Bes

l

Beam.

50 Gr. BO,

Class 1 of [RS: M-46/20.
AWS Spec.: A5.20/AS5.20M:

surfaces are cleaned, made
‘mill scale, grease, paint, rust,
d quality.

im Hodle mﬁﬁm'gw'mn

Asstl. Research Officer/M&C
el WAE / Ministry of Railways
‘adeqlode, TETE SR.D.5 0., Lucknow

TTTATT I T TT T 9777

VT ATATTITTTTS

iaiias iyttt

10 mm
10 mm
(Welded on three sides)

/]

T T o, PR
WE W e

NI AR ()

mmbhakar Kr. Singh

F1JL. Gereral Manager (Civil)
CON INTERNATIONAL £7D, Ranchi
'Govt. of India Undertaking
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WELDING PROCEDURE SPECIFICATION SHEET

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

10). Welding parameters & techniques
10.1) Welding parameters

Weld Electrode/Wire | Current Arc Wire feed | Travel Electrode | Gas flow

pass dia. (inmm) | (in Amp.) | voltage | speed(in | speed (in | stick out | (1/min.)
No. (involt) | m/min) | m/min.) | (in mm)
l 1.2 220-300 26-31 5.0-3.5 20-0.25 10 15-22
= 2 12 220-300 26-31 | 50-55 (02 N{ES 10 15-22
3 1.2 220-300 26-31 50-5.5 | 0.20-0.2% 10 15-22
10.2) Welding sequence & techniques : NA.
[1). Provision of run on/run off tabs ¢ NLA.
12). Cleaning of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature ¢ 100°C--150°C
15). Peening : NA.
16). Post weld treatment : N.A.
17). Rectification of weld defect : By grinding of the defegtive weld & rectifying the
(If Any) weld as per CL32.2 of IS: 9595-96, using B2 class of
electrodes of specification IRS M-28/20 after
conducting D.P. Test,
18). [nspection of weld : Visual, D.P. Test.
- 19). Any other relevant detail :  None

Hodfo ﬂﬁﬁ@'ﬂ U§ W0 Prepar

Asstl. Researeh Officar/M&C

»d by: Punia Construction Company

o1 3T/ Ministry of Railviays SISI‘PW_W}
edeAIHe, ETH,R.D.5 0., Lucknaw Designation:

Date:

{For and on behalf of fabncator)

48 |Page

e

2 Prabhakar Kr. Singh

\H9=) 1, Genery! fana,er (Civil)

v

T IRCON INTERNATIONAL LTD, Ranchi
i Govt. of Incia Unde:takii.g
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1}. Drawing Series No.

2). Weld Joint Description
3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
6.1). Electrode Wire

6.2). Flux
6.3). Shielding Gas
7).Base Metal Preparation

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

10 mm thick
Diaphragm Plate

Punia Construction Compa
Mangali Kutiya, 8 KM Sto

: PCC/48.00/BOW/NHAI/23

: RDSO/B-10436/3.

ny
ne on Tosham Road, Hisar.

Diaphragm Plate {Shipping Mark: DP{ (10 mm thick

M.S. Plate) With Top Late
¢ Fillet (10 mm)
: Plates IS: 2062-2011, E-3;
: FCAW
: Horizontal-Vertical

: Flux Cored Welding wire,
Grade E71T-12 as per IS/A
2005 (R2015).

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

: N.A.

: CO2

: Fusion faces and adjacent
free from cracks, notches,
ete. which may affect wel

Top Lateral

ral Bracing Beam,

30 Gr. BO,

Class 1 of [RS: M-46/20,
A WS Spec.: A5.20/A5.20M:

surfaces are cleaned, made
mill scale, grease, paint, rust,
d quality.

Hodle aﬁﬁ‘ﬁﬂrg Tg IO

Assll. Reseafch Officer/M&C
e WA/ Ministry of Railways
‘odeTlofe, FETE,/R.0.5 0., Lucknow

Beam

-

-

o
A
b
o3
b
o
o3
.
b
~
S
-3
o
Puaarnsisadiainias

J(}tlk;/f!l/fItlt!ltlltllt}

10 mm
10 mm
(Welded on three sides)

/|

i

/ﬁﬂ“’?’mrahhaka' K. Siagh

Fain g o

i S T
mma:a:(:imut Generar Manage: Cwil)

[IRCON INTERNATIONAL LTD., Fancai

WA WUE T M, Govt. of India Undertakinc
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current

9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

As per IS: 4353-1995 & WBC-2001

: Type: DC, Polarity: Reverse
© AsperlS: 7310 (Part-1)/& 817

707

Weld | Electrode/Wire | Current Arc Wire feed | Travel | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) | voltage | speed (in | speed (in | stick out (l/min.)
No. (nvolt) | m/min.) | m/min) | (in mm)
1 1.2 220-300 26-31 5.0-5.5 0{04).25 : 10 15-22
2 1.2 220-300 26-31 5.0-3.5 0.20\(125 1 16 15-22
3 220-300 26-31 3.0-5.5 U.ZO#OE\S 10 15-22
10.2) Welding sequence & techniques : NA.
11). Provision of run on/run off tabs : NLA.
12). Cleaning of weld bead before laying of next weld bead i
I3). Root preparation before welding other side of groove weld s .
14). Pre-heating & interpass temperature : 100°C - 150°C
13). Peening T NA.
16). Post weld treatment 1 N.A.

L7). Rectification of weld defect
(If Any)

By grinding of the defec
weld as per C1.32.2 of I

electrodes of specificatic

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

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

To3To ATfEn TF T
Asst, Research Officer/M&C
¥ WA,/ Ministry of Railways

Prepares
‘odeTake, FETE /R.D.5 O.. Lucknow

Signatus

tive weld & rectifying the
3: 9595-96, using B2 class of
n IRS M-28/20 after

d by: Punia Construction Company.
¥

Designation:
Date:
(For ang

‘on behalf of fabricator)

50|Page

INTERNATIGHAL LTD, Ranchi
Govt. of ndia Undertaking
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series No,

2). Weld Joint Description
3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
6.1). Electrode Wire

6.2). Flux
6.3). Shielding Gas
7).Base Metal Preparation

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

oo aﬁ@m'g 7g e

Asstl. Resesfth Officar/M&C
YA FATTT,/ Ministry of Railvays
lagio#ie¥e, TTETE, R.0D.8 0., Lucknaw

: Fillet (12 mm)
: Plates IS: 2062-201 1, E-350 Gr. BO,
. FCAW
: Overhead (Welding at Bridge Site)

: Flux Cored Welding wire,

: CO2
. Fusion faces and adjacent

: Punia Construction Company

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

. PCC/48.00/BOW/NHAL26

RDSO/B-10436/6.
Bottom Cross Beam Angle
Bottom Long Beam Side P

Class 1 of IRS: M-46/20,

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

2005 (R2015).

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

free from cracks, notches,

surfaces are cleaned, made

ete. which may affect weld quality.

@ of Bottom Long Beam

| — Bottom Cross Beam
v 12 mm
T AN
A
. Angle Cleat
1 (L1S0X150X15)
. THTET ) BikiPrabhak ing!
m_ﬁﬁ __3‘_( il hakar Kr, Srng_ﬁ

R R o, e Re

L{J&G@nmi “Hanager (Civif)
ON INTERNATION. . LTD. Sarghi

NI W & T34/ Govt. of india Undertaking

Cleat (L150X150X15) with
late (22 mm thick M.S.Plate)

mill scale, grease, paint, rust,
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current

As per IS: 4353-1995 & WBC-2001

: Type: DC, Polarity: Revgrse

9). Welder qualification : AsperlS: 7310 (Part-1) & 817
10). Welding parameters & techniques z
10.1) Welding parameters
. Weld | Electrode/Wire | Current Arc Wire feed | Travel | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) | voltage | speed(in | speed (in | stickout | (l/min.)
No. (involt) | m/min.) | w/min) | (in mm)
1 1.2 220-300 26-31 5.0-5.5 C\EOEO.ZS 10 15-22
™ 2 1.2 220-300 26-31 5.0-5.5 O.ZDKIQS 10 15-22
3 1.2 220-300 26-31 5.0-5.5 0.205—0,)\"{ : 1o 15-22
10.2) Welding sequence & techniques : NA.
11}. Provision of run on/run off tabs : NA,
12). Cleaning of weld bead before laying of next weld bead 5 Yies
13). Root preparation before welding other side of groove weld N.A.
14). Pre-heating & interpass temperature 100°C - 150°C
15). Peening b ONGAL
16). Post weld treatment 1 N.A.
17). Rectification of weld defect By grinding of the defe¢tive weld & rectifying the
(If Any) weld as per C1.32.2 of [8:9595-96, using B2 class of
electrodes of specification IRS M-28/20 after
conducting D.P. Test.
18). Inspection of weld : Visual, D.P. Test.
. 19). Any other relevant detail None
Prepargd by, Punia Construction Company.
Signatuyre:
ol be Designation:
fey o =
j::: Reseatch Dﬂif:fM?z‘g? Date: y
3 W3/ Minisiry of Railvays (For agd on behalf of tabricator)

fosioictfa, FETE,/R.D.S 0., Lucknaw

52|Page
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series No.

2). Weld Joint Description

3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
~ 6.1). Electrode Wire

6.2). Flux
6.3). Shielding Gas
7).Base Metal Preparation

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

25 mm thick Stiffener

: PCC/48.00/BOW/NHAL?2

: Punia Construction Compar

Mangali Kutiya, 8 KM St

: RDSO/B-10436/4.
Stiffener Plate (25 mm thifk M.S. Plate) with Arch

Beam & Bottom Long Be

¢ Fillet (18 mm)
: Plates IS: 2062-2011, E-3|

FCAW

: Flux Cored Welding wire,
Grade E71T-12 as per IS/4

2005 (R2015).

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

¢ o2
: Fusion faces and adjacent

free from cracks, notches,
etc. which may affect wel

Bottom Long Beam

T

¥
ne on Tosham Road, Hisar.

T

50 Gr. BO,

: Horizontal - Vertical (Welding at Bridge Site)

Class 1 of IRS: M-46/20,
AWS Spec.: AS.20/A5.20M:

surfaces are cleaned, made
mill scale, grease, paint, rust,

d quality.

Hodo mﬁﬂﬂ'ﬂ g ¥4l

Asslt. Reseafch|Officer’M&C
& AT/ Minisily of Railways
[ e TETE SR.0.5 O Lucknow

X
Wt 2 b0, T IRCON N
ST WU @ 20 Govd

hakar Kr. Sin
seneral Manage” (Civil)
TERNATICHNAL LTD, Fanchi
of india Undertaking
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current

As per IS: 4353-1995 & WBC-2001

. Type: DC, Polarity: Reverse

W

9). Welder qualification : As per IS: 7310 (Part-1) & 817
10). Welding parameters & techniques 3
10.1) Welding parameters
Weld | Electrode/Wire | Current Arc | Wire feed | Travel | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) | voltage | speed(in | speed (in | stick out | (l/min.)
No. (in volt) | m/min.) | m/min) | (in mm)
1 12 220-300 | 2631 | 5.0-5.5 Q.\zos-io.zs 10 522 |
2 158 220-300 26-31 5.0-5.5 0.2@—\0.25 E 10 15-22
3 12 220-300 | 26-31 | 5.0-55 | 0200085 10 15-22
4 {4} 220-300 26-31 5.0-55 |[0.20-0.2% 10 15-22 |
10.2) Welding sequence & techniques : N.A
11}). Provision of run on/run off tabs : NA.
12). Cleanung of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld : NLA.
14). Pre-heating & interpass temperature ¢ 100°C - 150°C
15). Peening 1 NA.
16). Post weld treatment : NAL
17). Rectification of weld defect : By grinding of the defegtive weld & rectifying the

(If Any)

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

None
Prepars
. Signat
— vd o Desig
AssH, Reseafeh Officar/M&C Date:

Y& TSI/ Minisiry of Railways
Iod{oHloTo, HETEH /R.0.5 0., Lucknow

weld s per C1.32.2 of 1
electrodes of specificati
conducting D.P. Test.
Visual, D.P. Test.

54| Page

8:9595-96, using B2 class of

e
Ation:

_ "5 o8 [8g/Prabbakar Kr. Singh

on [RS M-28/20 after

¢d by Punia Construction Company.

(For and on bzhalf of fabricator)

RIFTIAL. Geners! Manager (Civil)
TAIIRCON INTERNATIONAL TD,, Ranchi
&/ Govt. of Incia Undertaning
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series No.

2). Weld Joint Description
3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
6.1). Electrode Wire

6.2). Flux
6.3). Shielding Gas
7).Base Metal Preparation

7.1). Joint design details

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

: PCC/48.00/BOW/NHAI/2§

: RDSO/B-10436/5.

Bottom Long Beam Joint,

any

Cover Plate (28 mm thick

M.S. Plate) with Bottom Long Beam Top & Side Plates
: Fillet (18 mm)
: Plates IS: 2062-201 1, E-350 Gr. BO,

FCAW

: Overhead (Welding at Bridge Site)

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

2005 (R2015).

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

L 55
: Fusion faces and adjacent|surfaces are cleaned, made
free from cracks, notches, mill scale, grease, paint, rust,

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

etc.)

Bottom Long Beam

Hadlo
Assit. Res

I8 mm

-

~—28 mm thick Cover Plate

bisentls

iiiiiiiEL '.'f; HF 'L *M’"!'!!JIJI VSRR REFR Y '|nrui
12 T s
T

@ang Tg ¥
h Officer/M&C

¥ HaATed / Ministry of Railways
_ ‘0dTlo e,

/R.D.5 0., Lucknow \..;Iu.u...,...

LALLERELRL

ISP IRy

L O i i

|

|

|

|

|

l

|
Illllll

44

b
[-rrqr!ll.rrrlrrl”nl TIFTTITIT TN

abhakar Kr. Singh
131, General Manager {Civil)

TAIRCON INTERWATIONAL LTD, Ranchi

/Govt. of India Undertaking
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current

As per IS: 4353-1991

: Type: DC, Polarity: Reverse

5 & WBC-2001

9). Welder qualification ¢ AsperlS: 7310 (Part-1) & 817
10). Welding parameters & techniques :
10.1) Welding parameters
[ Weld [ Electrode/Wire Current Arc Wire feed | [Travel | Electrode | Gas flow
pass dia. (in mm) (in Amp.) | voltage | speed (in | speed (in | stick out (I/min.) |
No. (involt) | m/min) | m/min) | (in mm) |.
1 1.2 220-300 26-31 5.0-5.5 QQD-O.ES 10 15-22
| \
2 1.2 | 220-300 | 26-31 5.0-5.5 o.'z;’tio.zs 10 15-22
~ _
3 1.2 220-300 26-31 5.0-35 0.20-0<5 10 15-22
- 1.2 220-300 26-31 5.0-5.5 | 0.20-0.2) 10 15-22 |
L ! I
10.2) Welding sequence & techniques : NA
11). Provision of run on/run off tabs ¢ MLA.
12). Cleaning of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld : N.AL
[4). Pre-heating & interpass temperature : 100°€- 150°C
15). Peening i N.AL
16). Post weld treatment : N.A.
17). Rectification of weld defect : By grinding of the defctive weld & rectifying the
(If Any) weld as per C1.32.2 0f 18:9595-96, using B2 class of
electrodes of specification IRS M-28/20 after
conducting D.P. Test.
o 18). Inspection of weld Visual, D.P. Test.

19). Any other relevant detail

Hodo eiﬁrﬁam Tq ¥l

Assit. Reseafch Officer/M&C
1@ FATHT/ Ministry of Railways
odHToHe, TEEH /A.0.5 0., Lucknow

None

FER

VTR T (3 G
FITITR i, e R N It
SR W W Goy

Prepa

Date;

(For

Hhakar K, Singh
Jeneral Manzger (Civil)
(ERNATIONAL LID,, Ranch;
of India Undertaking

red by: Punia Construction Company.

Signature:
Dcsijm:::ion:

nd on behalf of fabricator)
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series No.

2). Weld Joint Description
3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
6.1). Electrode Wire

6.2). Flux
6.3). Shielding Gas
7).Base Metal Preparation

7.1). Joint design details

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

etc.)

TWoalo aﬂﬁ@ﬂm T e

Asstl, Reseafch Officer/if&C
& ETEr / Ministry of Railways
1030RToWo, TETE /R.0.5 0., Lucknow

Arch Beam

: N.A.
: CO2

: Punia Construction Company

Mangali Kutiya, 8 KM Stone on Tosham Road, Hisar.
: PCC/48.00/BOW/NHALI24

RDSO/B-10436/2.
Arc Beam Joint, Cover Plate (32 mm thick M.S, Plate)
with Arch Beam Top & [Side Plates

: Fillet (22 mm)
Plates IS: 2062-2011, EL350 Gr. BO.
FCAW
Overhead (Welding at Bridge Site)

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

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

2005 (R2015).
Type: Flux Cored Wire
Drying Method: N.A.

Fusion faces and adjacetLt surfaces are cleaned, made
free from cracks, notche
etc. which may affect weld quality.

22 mm
\ FSZ mm thick Cover Plate
El!v_" -/v:;rf 'I‘I'If({d. rxrj Lidsari 4 FIITARRRSRS T A2 IRT 3] |

T T
y 1 AR TERRL 1IN

by

P FFIT T T IPFI 7T ITIFTITITTTT?

Ll b b LBty RS LB Id I g

TR T T

|
I
|
f
|
|
|
|
1

H—

T |n_v(1rlltl|’l’!."—’v_

\N\22 mm

uh%lﬂmbhq“!akar Kr. Singh

Hgaa‘??-mm{-ﬁflﬁmjut Seneral Manager ({Civit
R 3 g, TTARCON INTERNATIONAL LTD., Ranchi

TFH: Govt. of india Undartaking

, mill scale, grease, paint, rust,
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WELDING PROCEDURE SPECIFICATI

7.2). Joint Preparation

8). Welding Current

9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

o As per [S: 4353-1

995 &

DN SHEET

WBC-2001

. Type: DC, Polarity: Revierse

As per IS: 7310 (Part-1

| & 817

Weld | Electrode/Wire | Current Arc Wire feed | Travel | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) | voltage | speed (in | speed (in | stick out (1/min.)
No. (in volt) | m/min.) | m/min) | (in mm)
1 1.2 220-300 26-31 5.0-55 O;ﬁO#D.ES [ 10 15-22
!
Bl 2 1.2 220-300 | 26-31 5.0-5.5 o.zx{_ao.zs L0 15-22
1
3 1.2 | 220-300 | 26-31 5.0-5.5 0.20?.25 10 15-22
4 : 1.2 220-300 2631 | 5.0-55 0.20%0%5 10 15-22
5 1.2 220-300 26-31 5.0-5.5 | 0.20-0.2% 10 15-22
10.2} Welding sequence & techniques : NAL
11). Provision of run on/run off tabs : N.A.
12). Cleaning of weld bead before laying of next weld bead Yes
13). Root preparation before welding other side of groove weld N.A.
14). Pre-heating & interpass temperature : 100°C - 150°C
15). Peening : NA.
16). Post weld treatment : NA.
17). Rectification of weld defect By grinding of the defective weld & rectifying the

(If Any)

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

weld as per C1.32.

2 of 13:9595-96, using B2 class of

electrodes of specification IRS M-28/20 after

conducting D.P. Test.

Visual, D.P. Test.
None

Wﬂﬁ%ﬁmﬁi

Asstl. Research Officer/M&C
<& WA,/ Ministry of Railvays
‘s&eTloo, TETE,/R.0.5 0., Lucknow

Prepare
Signaty

d by: Punia Construction Company.
e

Designdtion:
Date:
(For an

i on behalf of fabricator)

AT

T B
R T (v ot
TR TR R, TIRCON INT
W BT & W/ Gyt

1akar Kr. Singh
heral ‘aanager {Chvil)
FNATIONAL LTD., Ranesi
of india Undertahing
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2863465/2024/0/0 ED/BNnS/RDSO

WELDING PROCEDURE SPECIFICATIQN SHEET

Name & Address of fabricator

Welding Procedure Specification No.
1). Drawing Series No.

2). Weld Joint Description
3). Base Metal

4). Welding Process

5). Welding Position

- 6). Welding Consumable
6.1). Electrode Wire

6.2). Flux
6.3). Shielding Gas
7).Base Metal Preparation

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

. RDSO/B-10436/3.

: Fillet (18 mm)
: Plates IS: 2062-2011, E-3

: N.A.
: CO2

. Punia Construction Company

Mangali Kutiya, 8 KM Stane on Tosham Road, Hisar,

: PCC/48.00/BOW/NHAL/3(

Top Tie Beam with Top Arc Beam & Hanger,

FCAW

2005 (R2015).
Type: Flux Cored Wire
Drying Method: N.A.

Fusion faces and adjacent
free from cracks, notches,
etc. which may affect wel

50 Gr. BO,

¢ Overhead (Welding at Bridge Site)

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

surfaces are cleaned, made
mill scale, grease, paint, rust,

d quality.
/—Top Tie Beam

¢ of Hanger
etc.)
[ rd
2
£l 71k
GE of Arch Beam i : s E .
s e
P o e
~ s
[ {
\\ Sig ) 18 mm
"/,.n‘rh:- f.\;‘/'. \
HoaTo ey g ¥l
Asstl Reseaﬁ Officer/MaC
Y& 5/ Ministry of Railways
‘odfedlodn, FETE/R.D.S 0., Lucknow
WUTET B Prabhakar Kr, Si
%5 [Fage " ; 1ebhiakar Kr. Singh
| PR T (1A, t. Gpneral Manager (Civil
T BRI I, et RCON INTERNATIGRAL LTD, Ranchi
WWHMWGWL

{India Undertaking
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current

As per IS: 4353-1995 & WBC-2001

: Type: DC,' Polarity: Reverse

9). Welder qualification : AsperlS: 7310 (Part-1) & 817
10). Welding parameters & techniques :
10.1) Welding parameters
Weld | Electrode/Wire | Current Arc | Wire feed | Travel | Electrode | Gas flow |
pass dia. (inmm) | (in Amp.) | voltage | speed (in spc£d (in | stickout | (l/min.) |
No. (involt) | m/min.) | m/min.) | (in mm)
|
1 1.2 220-300 | 26-31 | 5.0-5.3 0\201—0.25 10 1522 |
2 1.2 220-300 26-31 50-55 | 0.2§'0.25 10 15-22
' |
3 1.2 220-300 | 26-31 5.0-5.5 | 0.2 VS .10 15-22
4 1.2 220-300 26-31 50-55 [0200% 10 15-22
10.2) Welding sequence & techniques : NA.
I 1). Provision of run on/run off tabs ¢ N
12). Cleaning of weld bead before laving of next weld bead : Yes
13). Root preparation before welding other side of groove weld : N.AL
14). Pre-heating & interpass temperature 100°C - 150°C
15). Peening : N.A.
16). Post weld treatment : N.A.
17). Rectification of weld defect : By grinding of the defegtive weld & rectifying the
(If Any) weld as per C1.32.2 of 18:9595-96, using B2 class of
electrodes of specification IRS M-28/20 after
7~ conducting D.P. Test.

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

oo aﬁﬁﬂm F T¥o

Asstl. Reseafoh Officer/M&C
¥ FAT/ Ministry of Railways
‘adodToHe, TETE ,/R.D.S 0., Lucknow

Visual, D.P. Test.

None

W SRV (3nd
TE RETH IR0 “TIRCON IN
WITH WS F 0o R Gt

Prepargd by: Punia Construction Company.

Signat]
Desig:
Date:
(For ar

bre:
lation:

nd on behalf of fabricator)

b

)
hakarKr. Singh

General Manager (Ciil)
TERNATICNAL LTD, Ranchi
of India Undertaking
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2863465/2024/0/0 ED/BNnS/RDSO

WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series No.

2). Weld Joint Description
3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
6.1). Electrode Wire

6.2). Flux
6.3). Shielding Gas
7).Base Metal Preparation

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

Top Tie Beam

:'\- -~
/

(&
1 5
=

J A gty ‘I\ -
AL N
\ Sign. J§
S o W
NI A "
\\______/'

[#<]

3

s

N *
Y +« N

//
Arch Beam

61|Page

Mangali Kutiya, 8 KM Sto

: PCC/48.00/BOW/NHAL/S ||

RDSO/B-10436/3.
Top Lateral Bracing Beam
Beam,

: Fillet (18 mm)

: Punia Construction Company

ne on Tosham Road, Hisar.

with Top Tie Beam & Arc

: Plates IS: 2062-2011, E-330 Gr. B0,

. FCAW

. Overhead (Welding at Bridge Site)

: Flux Cored Welding wire,

Class | of [RS: M-46/20,

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

2005 (R2015).
Type: Flux Cored Wire
Drying Method: N.A.

i N.A.
CO2

: Fusion faces and adjacent
free from cracks, notches,
etc. which may affect wel

TUTIF VTR T

pd

:ped BTV, (31 )
TR R o, 7 1RGO
TG T & 305G

surfaces are cleaned, made
mill scale, grease, paint, rust,
d quality.

LLateral Beam

AU

Hodfa alﬁrﬁﬂm T T

Asstt. Research OfficeriM&C
a1 T/ Ministry of Railways
‘odeTlo¥e, ¥ETE /R.0.5 0., Lucknow

(-
WHTET %0 g/ rabhakar Kr, Singh

. General Manage: (Civit)
N INTERNATIONAL LTD, Ranghi
evt of Indis Undertaking
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WELDING PROCEDURE SPECIFICATI(

7.2). Joint Preparation

8). Welding Current

As per IS: 4353-1995 &

. Type: DC, Polarity: Rew

DN SHEET

'WBC-2001

B3¢

9). Welder qualification : AsperIS: 7310 (Part-1) & B17
10). Welding parameters & techniques :
10.1) Welding parameters
Weld | Electrode/Wire | Current Arc | Wire feed | Travel | Electrode | Gas flow |
pass dia. (in mm) | (in Amp) | veltage | speed(in | speed (in | stick out (l/min.) |
No. (involt) | m/min.) | m/min.) | (in mm)
l 1.2 220-300 | 26-31 5.0-5.5 @\20-0.25 10 15-22
ik 2 1.2 220-300 26-31 5.0-55 0.2 r0.25 10 15-22
A
3 1.2 220-300 26-31 | 5.0-55 | 0.20{8§.25 10 15-22
a 12 220300 | 2631 | 5055 |0200% | 10 1522
10.2) Welding sequence & techniques : N.A.
11). Provision of run on/run off tabs ¢ NLA
12). Cleaning of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld N.A.
14). Pre-heating & interpass temperature : 100°C - 150°C
15). Peening i N.A.
16). Post weld treatment : NA.
17). Rectification of weld defect By grinding of the defective weld & rectifying the
(If Any) weld as per C1.32.2 0f 18:9595-96, using B2 class of
electrodes of specificatign IRS M-28/20 after
) conducting D.P, Test.

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

HoaTo ey

Asstt. Research OfficerM&C
¥ WA / Ministry of Railways
‘sEolafo, TETE,/R.0.8 C., Lucknow

Tg w0

. Visual, D P. Test.
None

Prepared by: Punia Construction Company.

Signatuge:

Designation:

Date:

(For and on behalf of fabneator)

O T |
F oo g

~1abhakar Kr. Singh
Tl G

Pneral Matiager (Civil)

RCCH NTERNATIONS i
WA ¥ & T Govt, of U, S

fIndia Undertaking
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2863465/2024/0/0 ED/BNnS/RDSO

WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series No.

2). Weld Joint Description
3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
6.1). Electrode Wire

6.2). Flux
6.3). Shielding Gas
7).Base Metal Preparation

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

Top Tie Beam

Hodfo mﬁﬁam T e

Assil, Reseatch Officer/M&C
Y& AT/ Ministry of Railways
‘a¥eHqoHe, WETE /A.0.5 0., Lucknow

-

63 |Page

: Punia Construction Compal

: Fillet (18 mm)
. Plates IS: 2062-2011, E-33
: FCAW
: Overhead (Welding at Bric

: Flux Cored Welding wire,

: N.A.
- CO2

Mangali Kutiya, 8 KM Sto

. PCC/48.00/BOW/NHAI/32|

RDSO/B-10436/3.
Stiffener Plate (25 mm thic
Beam, Top Lateral Bracing

Grade E71T-12 as per IS/A
2005 (R2013).

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

ny
ne on Tosham Road, Hisar.

k M.S. Plate} with Top Tie
' Beam & Arc Beam

0 Gr. BO,
ige Site)

Class | of IRS: M-46/20,
WS Spec.: AS20/AS5.20M:

Fusion faces and adjacent furfaces are cleaned, made

free from cracks, notches,

mill scale, grease, paint, rust,

etc. which may affect weld quality.

1

/
sl

—Tpp Lateral Beam

00

m TV (3 0t
HER Ecpaered e REON NL
WA R AT Govt)

e

T 0 R hhakar Ky, Singh
deneral Manager {Civil)

LANATICNAL LD, Ranzhi
of India Undertakirg
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current

9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

As per I8: 4353-1995 & WBC-2001

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

Weld | Electrode/Wire | Curmrent Arc Wire feed | Travel | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) | voltage | speed (in | speed (in | stickout | (1/min.)
No. (in volt) ‘ m/min,) | m/min.) | (i1 mm)
1 1.2 220-300 26-31 5.0-5.5 &20 -0.25 10 15-22
P 2 1.2 220300 | 2631 | 5055 0.2q-0.25 10 15-22
3 1.2 220-300 26-31 5.0-5.5 (].20&9‘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 other side of groove weld : NA.
14). Pre-heating & interpass temperature 100°C - 150°C
15). Peening ; N.AAL
16). Post weld treatment : N.A
17). Rectification of weld defect By grinding of the defeqtive weld & rectifying the
(If Any) weld as per C1.32.2 of [5:9595-96, using B2 class of
electrodes of specification IRS M-28/20 after
— conducting D.P. Test.

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

Todlo mﬁam 7 ¥WTo

Assit. Reseafth Officer/Ma.C
¥ FAT / Ministry of Railways
‘adedToHe, TETd S R.0.5 0., Lucknow

84 |Page

Visual, D.P. Test.
None

Prepareg
Signan
Design
Date:

ire:
ation:

{For and an behalf of fabricator)

F47 FT o, Thavlc
Wit wia™ 3 ey g

VIR 50 ﬁ?fk?bh k
A T akar Kr, Singh

L. “senera! Manager (Ciyil)
N INTERNATIONAL LD, Ranchi
vt of Indiz Undedet ng

d by: Punia Construction Company.
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2863465/2024/0/0 ED/BNnS/RDSO

WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series No.

2). Weld Joint Description
3). Base Metal

4). Welding Process

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

: PCC/M4B8.00/BOW/NHAL/33

RDSO/B-10436/6.

Stud Shear Connector on Tpp Flanges of Bottom Cross

Beam

Resistance Welding (10 mm All-around)

Plates [S: 2062-2011, E-350 Gr. B0,

The Stud Shear Connector & Ceramic Ferrules

Confirm to type SD1/UF as per BS EN ISO 13918.
: Automatic Welding Machine

i (Like Resistance Welding)
5). Welding Position : Down Hand
6). Welding Consumable :
6.1). Electrode Wire : N.A. Drying Method: N.A,
6.2). Flux : N.A.
6.3). Shielding Gas . N.A.
7).Base Metal Preparation Fusion faces and adjacent surfaces are cleaned, made
free from cracks, notches, mill scale, grease, paint, rust,
etc. which may affect weld quality.
7.1). Joint design details
(Sketch showing arrangements

parts, Weld groove details,

weld passes& their sequence,

etc.) 10 mm

E’:::‘-‘ Reseafch Gfﬂ:;ij?;qéo
3T HAE / Ministry of Railways
Id{officto, AETH /R.D.E 0., Lucknow ﬂ
Bottom Cross Beam
A
l\a Sign. J :/
EE & VA o
X T phiakar Kr. Singh
< e WgmaTeCc g it General Manager (Civig

B5|Page

<\ giEE i, TARCON INTERNATIONAL LTD, Ranehi
=~ WTd W 1 39N/ Govl of India Undertaking
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

As per Drawing
8). Welding Current

: Type: DC, Polarity: Reverse

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

(For 25mm dia. Stud Shear Connector};

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

Weld | Electrode/Wire | Current Arc Time Lift | Protrusion | Shielding
Pass no. dia. mm (Amp) | voltage(volt) | (nms) | (inmm) |  app. gas flow
(in mm) rate
(Ltr/min}
e 1 N.A. 1800 N.A, 1600 - - N.A.
10.2) Welding sequence & techniques : N.AAL
11). Provision of run on/run off tabs : N.A
12). Cleaning of weld bead before laying of next weld bead : NA
13). Root preparation before welding other side of groove weld : NAL
14). Pre-heating & interpass temperature : N.A
15). Peening : N.A
16). Post weld treatment : N.A.
17). Rectification of weld defect Rectification to be done as per BS l 15 Cl. No. 6 (L,
M & N)
18). Inspection of weld Visual, Ring Test and Bending Test.
19). Any other relevant detail None
Prepared by: Punia Construction Company.
Signaturg:
Designation:
=y Date:

{For and on behalf of fabricator)

Hodfo aﬂﬁ@#@ g Wl

/5 NG
20 auth. \O Asstl. Reseafch Officar/M&C
= o £ ¥ WA/ Ministry of Railways
=X = . % e g0, TETE,/R.D.S 0., Lucknow
VT Bhakar Kr, Singh
"T'QHWH ks

General Manager [Civil)
----- 2 P e, PN N*Erzmouau.m. Ranchi
WA T T T Gov) of India Bndertak;s :

66| Page




2863465/2024/0/0 ED/BNnS/RDSO

WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). RDSO Drawing No.
2). Weld Joint Description
3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
6.1). Electrode Wire

6.2). Flux
6.3). Shielding Gas
7).Base Metal Preparation

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

7.2). Joint Preparation
8). Welding Current
9). Welder qualification

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

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

: PCC/48.00/BOW/NHAL/34

- All relevant drawings on the above

: Smm Tack welds on all Fillet & Butt joints.
¢ Plates IS: 2062-2011, E-350 Gr. BO,

- MMAW.

. Horizontal-Vertical

. Class: B2 of IRS M.28/20,
Type: Heavy coated
Drying Method: As recommended by the electrode

manufactiirer

: N.A

¢ N.A.

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

: NA

Hodfo T o
Asstl, Researeh Officar/M&C
Yo HETE / Ministry of Railways

lo3foRTaTo, FEFH /R.0.8 0., Lucknow

As per [S: 4353-1995 & WBC-2001
: Type: DC, Polarity: Reverse
As per 1S: 7310 (Part-1) & 817

| Weld | Electrode/Wire | Current I Arc Wire Travel | Electrode | Gas flow
‘ pass dia. (in mm) (in ‘ voltage feed speed|(in | stickout | (l/min.)
‘ Amp.) | (involt) | speed(in | m/mip.) | (in mm)
! m/min.) i
’I 1| 4 l 180 | 24 NA. |NA.[ [NA N.A
| | . |

ar Kr. Singh

Hop v )t General Manager (Civil)

F JEvA B0, TTIRCON INTERNATIONAL LTD, Ranchi
YT W W A Guvt. of india Undertaking
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WELDING PROCEDURE SPECIFICATIQ

)N SHEET

10.2) Welding sequence & techniques
L1). Provision of run on/run off tabs
12). Cleaning of weld bead before laying of next weld bead
L3). Root preparation before welding other side of groove weld
14). Pre-heating &interpass temperature
15). Peening

16). Post weld treatment

17). Rectification of weld defect

weld as per C1.32

conducting D P. Test.

18). Imspection of weld : Visual, D.P. Test,
o 19). Any other relevant detail : None
arfer T3 e i
z::r':l?asesﬁ Officar/M&C S'E’:I_‘E'm“?
o HATEY / Ministry of Railways Designatipn:
‘odoTTode, FETE /R.0.5 O., Lucknow Date:
T
e R, T
~,

68| Page

: By grinding of the defecti

: N.A.
: NLA,
¢ N.A.
: NA.
2 NLAL
: NLA,

N.A

ye weld & rectifying the

2 of I8:9595-96, using B2 class of
electrodes of specification IRS M-28/ 12, after

Preparaed by: Punia Construction Company.

(For and dn behalf of fabricator)

T IRCON INTERNATIONAL LTD,, Ranchi
HITa Freit %1 J/Gowt, of India Undertaking
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