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WELDING PROCEDURE SPECIFICATION SHEET (SITE)

42 MTR CLEAR SPAN
(BOW STRING STEEL GIRDER)
RDSO DRAWING NO: RDSO/B-10437 (SERIES)

Name of work: Nagpur Division Construction of LROB for elimination
of manned LC No.448 at Km 867/29-31 between DURG-RSM (DURG-
RASMARA) stations on DURG-NGP Section.

i

| LOA No :NAGPUR-SECR-DIVISION-ENGINEERING / Br-Spl-16-NGP-2022-23 /
00843390079741

Fabricator (Regd. Office & Work Site):

M/s. Struc-Rite Metal Building Systems UnitlI, Borai, Durg -491001.

Contractor:

M/s PILCON ENGINEERING

CLIENT:

SOUTH EAST CENTER RAILWAY
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W.P.S.S. INDEX SHEET

42 MTR SPAN BOW STRING STEEL GIRDERS

RDSO/B/10437 (SERIES)

1404/1489

=

WELD PAGE
WPSS NO DESCRIPTION REMARKS |
SIZE 8] |
SRMBS/PILCON-448/SHOP/WPS/42M/18 Fillet welding of Bow Arch with Bottom Long Beam. 18 MM 1-2 FCAW Ii
o - -
SRMIBS/PILCON-448/SHOP/WPS/42M/19 Fillet welding of Hanger with Bottom Long Beamand | ;g pm 34 AW |
Hanger with Arch, |
|
SRMBSIP!LCON—448/SHOP[WPSI42M;’20 Fillet welding Top Tie Beam with Hanger. 16 MM 5-6 FCAW |
Fillet welding of Top Diagonal Tie Beam with Hanger -
SRMBS/PILCON-448/SHOP S/AZM/21 =
/P ABJSHORIWFS/ SN/ & Top Diagonal Tie Beam with Arch A = i |5
Fillet welding of Channel(ISMC 150) with Stiffener of i
-44 W - !
SRMVIBS/PILCON-4 8/SHOP/ PS/42M/22 Int.& End Bottom Cross Beam 06 MM 9-10 FCAW
: . Too T - - :
SRMBS/PILCON-448/SHOP/WPS/42M1/23 ;‘2:;1"”9“"”% of Top Tie Beam with Top Diagonal Tie | 1 ym | 11-12 FCAW |
SRMBS[PILCON—448/SHOP;’WPS,’42M/24 Fillet welding of Int. Bottom Cross Beam with Hanger. 12 MM 13-14 FCAW i
. . 5 :
SRMBS/PILCON-448/SHOP/WPS/42M/25 Fillet welding of Bottom Crass Beam with Bottom 12MM | 1516 | FCAW
Long Beam. I
Fi ing of late wi Pl |
SRMBS/PILCON-448/SHOP/WPS/4211/26 illet welding of Cover Plate With Arch & Covef Flate | jgpmm | 17418 FCAW |
with Bottom Long Beam. r
SRMBS/PILCON-448/SHOP/WPS/42M/27 gs::nweldmg of Cover Plate with End Bottom Cross | yopv | 1920 | FCAW
o - : Y
SRMBS/PILCON-448/SHOP/WPS/42M/28 ';'::nwe'd'”g of Stiffener with Arch & Bottom Long 18MM | 2122 FCAW
i i i i Bott L:
SRMBS/PILCON-448/SHOP/WPS/42M/29 g‘;f;we'dmg of Stiffener with Hanger & Bottom Long | 4g iy | 23-24 | FCAW
SRNIBS/PILCON-448/5HDP;‘WPS/42M/30 Fillet welding of Stiffener with Bottom Long Beam & 20 MM 26.96 ECAW
Bottom Cross Beam L -
5 : : : -
SRMBS]PILCON—MS!SHOP;’WPSMZMBl Fillet we'ldmg of Stiffener with End Bottom Cross 20 MM 5728 FCAW
Beam with Caver Plate
ill i Sti ith E :
SRMBSfPlLCON—448f5HDP;‘WPS}42M}32 Fillet welldmg of Stiffener with End Bottom Cross 20 MM 29-30 FCAW
Beam with Hanger
SRMBS/PILCON-448/SHOP/WPS/42M/33 Fillet welding of Stiffener with Arch with Hanger. 18 MM 31-32 FCAW
e : : - — =
SRMBS,’PlLCON—4483’SHOP;’WPS;‘42M;’34 Fillet welding of Stiffener with Top Diagonal Tie Beam 16 MM 33.34 ECAW
B Arch Beam
- : = = e
SRMBS/PILCON 448/SHOP/WPS/42M/35 :2:;1“"1'”3 of stiffener with Hanger & Tog Tie 16MM | 3536 FCAW
= Fillet Welding of Angle with Int. Bottom Cross Beam -
SRMBS/P!LCON-448{SHOP;’WPSK42M;’36 & Bottom Long Beam and Angle with Int. Bottom 12 MM 37-38 FCAW
Cross Beam & Hanger e )
| Weldi f ith C Plat End
SRMBS/PILCON-448/SHOP/WPS/42M/37 Fillet Welding of Angle with Cover Plate & &n 12MM | 3940 FCAW
i Bottom Cross Beam | N ) = |
SRMBS/PILCON 448/SHOP/WPS/42M/38 Fillet Weld of Splice Piate with Bottom Long Beam | 18MM 41-42 | FCAW
SRM BS;’PILCON—tﬂfIBISHOP;"WPS;’42M}'39 Eillet weld of Splice Plate of Arch, 43-44 FCAW
T - - ille r plate (6 —_h___ d h . )
SRMBS/PILCON-448/SHOP/WPS/42M/40 Fillet weld of Cover piate (6mm) wit el 45-46 | FCAW
SN = — | Bottom Long Beam. il =—
EamBS}_P|LcoN-q@;_smwwpggzmm1 Tackweld. 4748 | FCAW
RDSO

Railway Authority

Inspection Agency




2798252/2024/0/0 ED/BNnS/RDSO

.

1405/1489

Fillet Welding of Bow Arch with Bottom Long Beam

MName and address of Fabricatar M/s. Struc-Rite Metal Building Sysf:ems, Unit:
Welding Procedure specification No. SRMBS/PILCON-448/SHOP/WPS/42M/18
01. | RDSO Drawing No. RDS0O/B-10437/4
02. | Welding Joint Description. Fillet 18 mm — Fillet Welding of Bow Arch with Bottom Long Beam
03.' | Base Metal. 25 mm x 22 mm IS; 2062 - 2011, Gr. : E350 BO
04. | Welding Process FCAW '
05. | Welding Position. 2F,3FAF
06. | Welding Consumable.
Electrode/Wire
Class Class I OF IRS: M-46-2020, Flux cored MS wire.
Bl Dia 1.2 mm
Drying Method N.A.
Flux
Class N.A,
&2 Type N.A.
Drying Method N.A.
6.3 | Shielding Gas co2
Fusion Faces and adjacent surfaces are cleaned and made free from
07. | Base Metal Preparation Cracks, Notches and Mill scale, Grease, Paint and Rust etc., which may
affect weld quality.
Joint design Details
7.1 (Sketch showing arrangements of parts, weld bead details, weld passes & their sequence etc.)
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7.2 | Joint preparation - | As Per1S: 10178 — 1995, IS: 7215 & Welded Bridge Code. Fillet Joint.
Welding Current
08. Type | : | DC
Polarity | : | REVERSE
09. | Welder qualification .| As per IS: 7310/7307 (Part-1) - 2019

10. | Welding Parameters and technique

10.1 | Welding Parameters

Weld E:ﬂigg?:s Current Arc Voltage Wire Feed Speed Travel Speed Electrical Stick Gas Flow
Sequence No. (mm) g (Amps) (Volt) (m/min) (m/min) out {mm) (Ifmin.)
1 (Root pass) 1.2 mm 150 = 250 24 =30 Controlled by current N.A. 15 15-25
2 1.2 mm 150 — 250 24-30 Controlled by current N.A. 15 15=25
3 1.2 mm 150 — 250 24-30 Controlled by current N.A. 15 15-25
4 1.2 mm 150 — 250 24—30 Controlled by current N.A. 15 15-25
5 1.2 mm 150 — 250 24— 30 Controlled by current N.A, 15 15-25
b 6 1.2 mm 150 - 250 24 -30 Controlled by current N.A. 15 15-25
—
10.2 | Welding Sequence and technique . : ‘ N.A.

| 1511?171[*_\{

‘711. Provision of run-on / run-off tabs i | N AL |
1ok, E:;Eaadmng of weld bead before laying next weld : | Yes, in case of multi layer. By brush cleaning and grinding
Root preparation before welding other side of P _
13 N.A.
grooveweld — _—k ) il iR £ -~ . o
14. | Preheating and inter pass temperature ) } Pre_?‘ieat Temp.-Min.150°C & Interpass Temp.-250°C Max.
15, | Peening ) | N.A. i ) - -
16. | Post Weld treatment o | NLA - -
[ By re-welding after complete remaval of defective weld & rectify the
17. | Rectification of weld defect - | weld as per C1.32.2 of IS 9595-96, using Flux Cored Wire (Class 1 of
- | |IrRSM 46) after conducting DP Test. - e
18, | Inspection of We£ ] _\_a‘Eal,& D.P ) - B
19, | Any other relevant [EtaHE Nk o o o
Todlo mﬁma oF 3o
(L fea Rax}% OfficeriM&C
- < HAE / Minisry of Railwa
Dy.Chief Epfincer (Br.) s S 0 0. Lk
wfé o Y, Rty
8.E.C Railway, Bilaspy;
v W,
¢ Bilaspuz RDSO

Railway Authority Inspection Agency
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_ WELDING PROCEDURE §PECIFI§ATION_S§ EET FOR 42 M CLEAR SPAN BOW STRING GIRDER

Name and address of Fabricator * | M/s. Struc-Rite Metal Building Systems, Unit-I1, Borai, Durg -491001.
Welding Procedure specification No. : | SRMBS/ PILCON—448ISHOP£WPS{42M;’19

01. RDSO Drawing No. . | RDSO/B-10437/9

; . i [ Fillet 18 mm - Fillet Welding of Hanger with Bottom Long Beam &

02. Welding Joint Description. | Hanger with Arch Beam

03. Base Metal. - | 28 mm x 22/25 mm 1S: 2062 — 2011, Gr. : E350 BO

04. Welding Process : | FCAW

05. Welding Position. : | 2F/3FfAF

06. Welding Consumable.

Electrode/Wire

Class | . | Class I OF IRS: M-46-2020, Flux cored MS wire.

61 Dia 1.2 mm
Drying Method N.A.
Flux
Class | : | N.A
Bed Type | | NLA.
- Drying Method | : | N.A.
6.3 Shielding Gas s | €02

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

Joint design Details

7.1 (Sketch showing arrangements of parts, weld bead details, weld passes & their sequence etc.)
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Page 04
7.2 | Joint preparation As Per IS: 10178 — 1995, IS: 7215 & Welded Bridge Code. Lap(Fillet Joint)
Welding Current
08. Type DC
Polarity REVERSE
09. | Welder qualification As per IS: 7310/7307 (Part-1) — 2019 |
10. | Welding Parameters and technique
10.1 | Welding Parameters
|7 Weld E:E:;n;?:s Current Arc Voltage Wire Feed Speed Travel Speed | Electrical Stick Gas Flow
Sequence No. () : (Amps) (Volt) (m/min) (m/min) out (mm) (I/min.)
1 (Root pass) 1.2 mm 150 - 250 24 =30 Controlled by current N.A. 15 15 =25
2 1.2 mm 150 = 250 24-30 Controlled by current N.A. 15 15-25
3 1.2 mm 150 — 250 24 - 30 Controlled by current N.A 15 15-25
4 1.2 mm 150 — 250 24-30 Controlled by current N.A. 15 1525
5 1.2 mm 150 — 250 24-30 Controlled by current N.A. 15 15 - 25
6 +1 1.2 mm 150 — 250 24 -30 Controlled by current N.A. 15 15-25
10.2 | Welding Sequence and technigue \ : \ N.A.
'1’“\_’I
|
i_
ll l
' 18MM [\
! Vo <
| | /
i /"f
| 6 }
| | 3 o L
3 T )
‘ . 1
¥

11. l Provision of run-on / run-off tabs l N. A
12. Efaadﬂing of weld bead before laying next weld H | Yes, in case of multi layer. By brush deaning and grinding
Root preparation before welding other side of . ~
13. ; ©| NLA
‘groove weld | e
14, | Preheating and inter pass temperature . | Preheat Temp.-Min.150°C & Inter pass Temp.-250°C Max.
5. | pecning I E LT
16. | Post Weld treatment - N.A - e
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect weld as per C1.32.2 of IS 0595-96, using Flux Cored Wire (Class 1 of

_IRS M 46) after conducting DP Test.

afRro o :
S.E.G‘Railwggé EB&iaspur

18, Inspection of Weld - - : | Visual & D.P. I
F AT T R I S S
Hodlo affer TF THle
30 4 Iw'p{ Assit, Raseafch Officer/M&L
) ¥ FATET,/ Ministry of Railways

‘oFoMoWe, WETE /A.0.5 0., Lucknow

Dy.Chief Exfgincer (B,
ms ﬁﬁlﬂa“

RDSO

Railway Authority Inspection Agency
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WELDING PROCEDURE SPECIFICATION SHEET FOR 42 M CLEAR SPAN BOW STRING GIRDER
Name and address of Fabricator : M/s. Struc-Rite Metal Building Systems, Unit-11, Borai, Durg -491001.
Welding Procedure specification No. SRMBS/PILCON-448/SHOP/WPS/42M/20
01. RDSO Drawing No. RDSO/B-10437/3 ]
02. Welding Joint Description. Fillet 16 mm - Fillet welding of Top Tie Beam with Hanger
03. Base Metal. 20 mm x 28 mm, 1S: 2062 — 2011, Gr. : E350 BO
04, Welding Process FCAW
05. Welding Position. 2F/3F/4F
06. Welding Consumable.
Electrode/Wire
Class Class I OF IRS: M-46-2020, Flux cored MS wire.
&l Dia 1.2 mm
Drying Method N.A.
Flux
Class N.A.
62 Type N.A.
Drying Method N.A.
6.3 Shielding Gas co2
y Fusion Faces and adjacent surfaces are cleaned and made free from
07. Base Metal Preparation Cracks, Notches and Mill scale, Grease, Paint and Rust etc., which may
affect weld guality.
Joint design Details
71 (Sketch showing arrangements of parts, weld bead details, weld passes & their sequence etc.)
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F?.Z Joint preparation As Per IS: 10178 — 1995, 1S: 7215 & Welded Bridge Cade. Lap(Fillet Joint)
Welding Current
08. Type DC
Polarity REVERSE
09. | welder qualification As per 1S: 7310/7307 (Part-I) — 2019
10. | Welding Parameters and technique
10.1 | Welding Parameters
|
Weld E::iterz?:s Current Arc Voltage Wire Feed Speed Travel Speed | Electrical Stick Gas Flow
Sequence No. (mm) ' (Amps) © (Volt) (m/min) (m/min) out {mm) (1/min.)
1(Root pass) 1.2 mm 150 — 250 24-30 Controlled by current N.A. 15 15-25
2 1.2 mm 150 — 250 24 - 30 Controlled by current N.A. 15 15-25
3 1.2 mm 150 — 250 24 =30 Controlled by current N.A. 15 15-25
4 1.2 mm 150 — 250 24 -130 Controlled by current N.A. 15 1525
5 1.2 mm 150 — 250 24—-30 Controlled by current NLA. 15 15-25
6 1.2 mm 150 — 250 24-130 Controlled by current N.A. 15 15-25
10.2 | Welding Sequence and technique \ : . N.A.
M
]
: },bm:frr\{
| -
: (
= |
|— 11 Pravision of run-on / run-off tabs N. A, \
12, E:;adning of weld bead before laying next weld Yes, in case of multi layer. By brush cleaning and grinding
Eac_)t preparation t_Jefore welding other side of
13. N.A.
groove weld - S | ] - o R
14. | Preheating and inter pass temperature Preheat Temp.-Min.150°C & Interpass Temp.-250°C Max.
15. Peening : N MN.A. ) )
16. | Post Weld treatment Nﬁ. | B B o
By re-welding after complete remaval of defective weld & rectify the
17. | Rectification of weld defect weld as per C1.32.2 of IS 9595-96, using Flux Cored Wire (Class 1 of
IRS M 46) after ﬂ@ucring DP Test. - -
18, | Inspection of Weld Visual & D.P - -
19, | Any other relevant Details

Hodlo ar@r@mg vF e
Asstl, Research Officer/M&C

_%a AT/ Ministry of Railviays
fosio oo, FETE A R.D.5 O., Lucknow

RDSO
Inspection Agency

Railway Authority
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WELDI PROCEDURE SPECIFICATION SHEET FOR42 M CLEAR S PAN BOW STRING GIRDER
Name and address of Fabricator | M/s. Struc-Rite Metal Building Systems, Unit-I1, Borai, Durg -491001,
Welding Procedure specification No. SRMBS!PILCONMS{SHOP{WPSHEM!21
01. RDSO Drawing No. RDSO/B-10437/2 & RDSQ/B-10437/3
+ = . . ¥ . - - h
0. Welding Joint Description. Fl!let 16 mr.'n Fillet wreldmg of Top Diagonal Tie Beam wit Hanger & Top
Diagonal Tie Beam with Arch
03. Base Metal. 20 mm x 28 mm & 20 mm x 25 mm, IS: 2062 — 2011, Gr, : E350 BO
04. Welding Process FCAW
05. Welding Position. 2F/3F/4F
06. Welding Consumable.
Electrode/Wire
Class Class I OF IRS: M-46-2020, Flux cored MS wire.
61 Dia 1.2 mm
Drying Method N.A.
Flux
Class N.A.
= Type N.A.
Drying Method N.A.
5.3 Shielding Gas COo2
Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,
07. Base Metal Preparation Notches and Mill scale, Grease, Paint and Rust etc., which may affect weld
quality.
Joint design Detalls $
7.1 (Sketch showing arrangements of parts, weld bead details, weld passes & their sequence etc.)
b Fillet welding of Top Diagonal Tie Beam with Hanger & Arch.
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r 7.2 | Joint preparation As Per IS: 10178 — 1995, IS: 7215 & Welded Bridge Code. Fillet Joint.
Welding Current
08. Type DC
Polarity REVERSE
09. | Welder qualification As per 1S: 7310/7307 (Part-I) - 2019
10, | Welding Parameters and technique
[70.1 Welding Parameters
<
Weld Eﬁigrc;?:s Current Arc Voltage Wire Feed Speed Travel Speed | Electrical Stick Gas Flow
Sequence No. (mm) ] {Amps) (Volt) (m/min) (m/min) out (mm) (I/min.)
1 (Root pass) 1.2 mm 150 = 250 24 -30 Controlled by current N.A. 15 15-25
2 1.2 mm 150 — 250 24 -30 Controlled by current N.A. 15 15-25
3 1.2 mm 150 = 250 24-30 Controlled by current N.A. 15 15-25
4 1.2 mm 150 — 250 24— 30 Controlled by current N.A. 15 15-25
5 1.2 mm 150 — 250 24 -30 Controlled by current NLA, 15 15-25
| 6 12mm | 150-250 54-30 | Contralled by current NA. 15 15-25
10.2 | Welding Sequence and technique N.A.
(\ 1
|
|
VI | b
J
v i
s — {
o=
11. | Provision of run-on / run-off tabs N. A.
12. Efaa;mg of weld bead before laying next weld Yes, in case of multi layer. By brush cleaning and grinding
Root preparation before welding other side of .
13, N.A.
groove weld )
14. | Preheating and inter pass temperature Preheat Temp.-Min.150°C & Interpass Temp.-250°C Max.
15. | Peening N.A. ) |
16. | Post Weld treatment S B S e —
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect weld as per Cl.32.2 of IS 9595-96, using Flux Cored Wire (Class I of
IRS M 46) after conducting DP Test. -
18. | Inspection of Weld ] Visual,& D.P gl (IR
’719. J_Any_o_ther reievant_?etaiis_

Fabricator
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_ WELDING PROCEDURE SPECIFICATION SﬂEET FOR 42 M CLEAR SPAN BOW STRING GIRDER
Name and address of Fabricator * | M/s. Struc-Rite Metal Building Systems, Unit-II, Borai, Durg -491001.
Welding Procedure specification No. SRMBS/PILCON-448/SHOP/WPS/42M/22
01. RDSO Drawing No. RDSO/B-10437/6
; : 2 5 Fillet 6 mm - Fillet welding of Channel(ISMC 150) with Stiffener of
02. Welding Joint Description. Int & End Bottom Cross Beam
03. Base Metal. ISMC1500x10mm IS: 2062 — 2011, Gr. : E350 BO
04. | Welding Process FCAW '
05. Welding Position. 2F/3F/4F
06. Welding Consumable.
Electrode/Wire
Class Class I OF IRS: M-46-2020, Flux cored MS wire,
B Dia 1.2 mm
Drying Method NLA.
Flux
Class N.A.
=2 Type N.A.
Drying Method N.A.
6.3 Shielding Gas Co2
. Fusion Faces and adjacent surfaces are cleaned and made free from
07. Base Metal Preparation Cracks, Notches and Mill scale, Grease, Paint and Rust etc., which
may affect weld quality,
Joint design Details
7.1 (Sketch showing arrangements of parts, weld bead details, weld passes & their sequence etc.)

b

Fillet welding of Channel(ISMC150) with Stiffener of Int.& End Bottom Cross Beam

Fabricator

Hodlo T THTe
Asst, Research Officer/M&C
HATAd / Ministry of Railways
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7.2 | Joint preparation As Per IS: 10178 — 1995, 1S; 7215 & Welded Bridge Code. Fillet Joint.
Welding Current
08. Type DC
Polarity REVERSE
09. | Welder qualification As per IS: 7310/7307 (Part-1) — 2019
10. | Welding Parameters and technique
10.1 | Welding Parameters J
Electrodes X . [ y
Weld wira dia Current Arc Voltage Wire Feed Speed Travel Speed | Electrical Stick Gas Flow
Sequence No. (mm) ’ {Amps) (Volt) (m/min) {m/min) out {mm) (I/min.)
|
1 (Root pass) 1.2mm | 150-250 24 - 30 Controlled by current N.A. 15 15-25 |
|
10.2 | Welding Sequence and technique N.A.
ISMC150
/ Smim
18mm |
11. | Provision of run-on / run-off tabs N. A.
12. Cleaning of weld bead before laying next weld NA.
head
Root preparation before welding other side af
13 : MN.A.
i groove weld ) . -
14. | Preheating and inter pass temperature Preheat Temp.-Min.150°C & Interpass Temp.-250°C Max.
15. | Peening N.A.
| 16. | Post Weld treatment - _ N.A. ] o R |
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect weld as per C1.32.2 of IS 9585-96, using Flux Cored Wire (Class T of
IRS M 46) after conducting DP Test.
18. | Inspection of Weld ) Visual & D.P.
Fillet size connecting top lateral bracing and arch not mentioned in a
19, | Any other relevant Details drawing considered 25mm fillet with reference to connection
- - between top tie beam and hanger.
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WELDING PROCEDURE SPECIFICATION SHEE 1. N BOW ST GIRDE
Name and address of Fabricator | M/s. Struc-Rite Metal Building Syste',ms, Unit-11, Borau, Durg 491001
Welding Procedure specification No. .| SRMBS/ PILCON-448/SHOP/WPS/42M/23
01. | RDSO Drawing No. : RDSO/B-10437/3
02. | welding Joint Description. - | Fillet 16 mm - Fillet welding of Top Tie Beam with Top Diagonal Tie Beam.
03. | Base Metal. | 20 mm x 20 mm IS: 2062 — 2011, Gr. : E350 BO
04. | Welding Process . | FCAW
05. | Welding Position. . | 2F/3F/4F
06. | Welding Consumable.
Electrode/Wire
Class | | Class IOF IRS: M-46-2020, Flux cored MS wire.
Bt Dia | © | 1.2mm
Drying Method NLA.
Flux
Class | : | N.A.
62 Type | : | NA
Drying Method | : | N.A.
6.3 | Shielding Gas y |Co2
Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,
07. | Base Metal Preparation . | Notches and Mill scale, Grease, Paint and Rust etc., which may affect weld
quality.
Joint design Details
7.1 | (Sketch showing arrangements of parts, weld bead details, weld passes & their sequence etc.)
Fillet welding of Top Tie Beam with Top Diagonal Tie Beam.
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7.2 | Joint preparation As Per IS: 10178 — 1995, 1S: 7215 & Welded Bridge Code. Fillet Joint.
Welding Current
08. Type DC
Polarity REVERSE _
09. | Welder qualification As per IS: 7310/7307 (Part-I) — 2018
10. | Welding Parameters and technigue
I_lﬂ.l Welding Parameters
Electrodes ! ; ;
Weld Wi dia Current Arc Voltage Wire Feed Speed Travel Speed | Electrical Stick Gas Flow
Sequence No. (mm) ’ (Amps) (Volt) (m/min) (m/min) out (mm) (I/min.)
1 (Root pass) 1.2 mm 150 — 250 24-30 Controlled by current N.A. 15 15-25
T 1.2 mm 150 — 250 24 =30 Controlled by current MNLA. 15 15 - 25
3 1.2 mm 150 — 250 24-30 Controlled by current NLA. 15 15-25
4 1.2 mm 150 — 250 24 =30 Controlled by current MN.A. 15 15-25
5 1.2 mm 150 — 250 24 - 30 Controlled by current N.A. 15 15 - 25
lﬁ 6 1.2 mm 150 — 250 24-30 Controlled by current N.A. 15 15 - 25
10.2 | Welding Sequence and technique ‘ - || N.A.
1 sn-‘.rﬂ.h
i ¥
/ a
)
/
T
- |
11. | Provision of run-on / run-off tabs N. A. :|
12. gfaadmng of weld bead before laying next weld Yes, in case of multi layer. By brush cleaning and grinding
Roct preparation before welding other side of B
13. N.A.
| " |grooveweld : ) Sall§ /e . . : S
14. | Preheating and inter pass temperature Preheat Temp.-Min.150°C & Interpass Temp.-250°C Max.
| 15. | Peening ) N.A.
16, | Post Weld treatment N.A. i
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect - | weld as per C1.32.2 of IS 9595-96, using Flux Cored Wire (Class I of
i . ‘ IRS M 46) after conducting DP Test. -
| 18. | Inspection of Weld R (- \ Visual & D.P .
| 19. | Any other relevant Details || -
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WELDING PROCEDURE SPECIFICATION SHEET FOR42 M CLEAR SPAN BOW STRING GIRDER
Name and address of Fabricator : M/s. Struc-Rite Metal Building Systems, Unit-II, Borai, Durg -491001.
Welding Procedure specification No. : SRMBS;‘PILCON«448;‘SHOP;’WPS}4.E‘ZM;‘24
01. | RDSO Drawing No. 4 RDSO/B-10437/6 |
02. | Welding Joint Description. - | Fillet 12 mm — Int. Bottom Cross Beam with Hanger
03. | Base Metal, 3 32 mm x 28 mm IS; 2062 — 2011, Gr. : E350 BO
04. | Welding Process .| FCAW '
05. | Welding Position. . | 2F/3F/4F
06. | Welding Consumable.
Electrode/Wire
Class | . | Class I OF IRS: M-46-2020, Flux cored MS wire.
bl Dia| ® | 1.2mm
Drying Method N.A.
Flux
Class | : | N.A.
e Type [ @ | NA
Drying Method | @ | N.A.
6.3 | Shielding Gas : | CcOo2
Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,
07. | Base Metal Preparation .| Notches, and Mill scale, Grease, Paint and Rust etc., which may affect weld
guality.
Joint design Details
%1 (Sketch showing arrangements of parts, weld bead details, weld passes & their sequence etc.)
L Fillet welding of Intermediate Bottom Cross Beam with Hanger Only Bottom Flange Welded.
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7.2 | Joint preparation As Per IS: 10178 — 1995, IS: 7215 & Welded Bridge Code. Fillet Joint.
Welding Current
08. Type DC
Polarity REVERSE
09. | Welder qualification As per IS: 7310/7307 (Part-I) — 2019
10, | Welding Parameters and technique
10,1 | Welding Parameters
Weld Etel.ques Current Arc Voltage Wire Feed Travel Speed | Electrical Stick Gas Flow
Sequence No, wiredia, (Amps) (Volt) Specd (m/min) out (mm) (I/min.)
(mm) (m/min) :
1(Root pass) 1.2 mm 150 — 250 24 - 30 Corterotiet by N.A. 15 15-25
current
2 1.2 mm 150 = 250 gy | Geled by N.A. 15 15-25
current
3 1.2 mm 150 — 250 24 - 30 Controlled by N.A. 15 15 - 25
current
; . | T
10.2 | Welding Sequence and technique | N.A.
1
i 1.2 [
\ ]f;aﬁ /
A
f | Rﬁ\\ /
[ 11 Provision of run-on / run-off tabs ! N. A.
12 E:::;ing of weld bead before laying next weld Yes, in case of multi layer. By brush cleaning and grinding
Root preparation before welding other side of
134 N.A.
groove weld
14. | Preheating and inter pass temperature Preheat Temp.-Min, 150°C & Interpass Temp.-250°C Max.
15. | Peening NLA. i I
16. | Post Weld treatment - N.A.
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect weld as per €1.32.2 of 15 9595-96, using Flux Cored Wire (Class I of
_ n_ B B | IRS M 46) after ccndu_l:t_:ng DP Test,
18. Inspectton of Weld - | Visual & D,P -
19. | Any other :elwant Dl_tqi]‘s | !\IIL
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_ WELDING PROCEDURE SPEQIF%QATION SHEET FOR 42 M
Name and address of Fabricator * | M/s. Struc-Rite Metal Building Systems, Unit-I1, Borai, Durg -491001.
Welding Procedure specification No. ' SRMBS,!PILCON-MB{SHOP}WPSMQM}ES
01. | RDSO Drawing No. ! RDSO/B-10437/6 !
02. | Welding Joint Description. .| Fillet 12mm - Fillet welding of Bottom Cross Beam with Bottom Long Beam
03. | Base Metal. - | 15 mm x 22 mm, IS: 2062 — 2011, Gr. : E350 BO
04. | Welding Process : | FCAW
05. | Welding Position. ;| 2F/3FME
06. | Welding Consumable.
ElectrodefWire
Class | . | Class I OF IRS: M-46-2020, Flux cored MS wire. _
6 pia| © | L2mm “
Drying Method N.A,
Flux i
Class : N.A. |
62 Type | @ | NA \
Drying Method | : | N.A. |.
6.3 | Shielding Gas . | co2 '
Fusion Faces and adjacent surfaces are cleaned and made free from Cracks, ‘
07. | Base Metal Preparation .| Notches and Mill scale, Grease, Paint and Rust etc., which may affect weld ,
quality. B
Jaint design Details : g
7.1 (Sketch showing arrangements of parts, weld bead details, weld passes & their sequence etc.)
L Fillet welding of Bottomn Cross Beam with Bottom Long Beam Except Top Flange.
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7.2 | Joint preparation As Per IS: 10178 — 1995, IS: 7215 & Welded Bridge Code. Lap Joint.(fillet)
Welding Current
08. Type DC
Polarity REVERSE
09. | Welder qualification As per IS: 7310/7307 (Part-I) — 2019
10. | Welding Parameters and technigue
10.1 | Welding Parameters
Weld Electrodes Current Arc Voltage Wisr"eeieded Travel Speed | Electrical Stick Gas ch_'
Sequence No. | wire dia. (mm) (Amps) (Valt) (m?‘min) (m/min) out {mm) (1/min.)
1(Root pass) 1.2 mm 150 = 250 24 -30 Colﬂfr'ﬁ by NA. 15 15 - 25
2 1.2 mm 150 — 250 pgagy | Sonlied by N.A. 15 15-25
current
3 1.2 mm 150 — 250 24-30 Co”ct:f:":n‘i by N.A. 15 1525
10.2 | Welding Sequence and technique \ N.A
!
[
' 13dmm
“i 4 \ A
/ )
[ === 3
i1. | Provision of run-on / run-off tabs N. A,

Cleaning of weld bead before laying next weld

12. b Yes, in case of multi layer. By brush cleaning and grinding
Root preparation before welding other side af

13. NLA.
groove weld

14. | Preheating and inter pass temperature

15. Peening

Preheat Temp.-Min.150°C & Interpass Temp.-250°C Max.
N.A.

16, | Post Weld treatment

N.A.

17. Rectification of weld defect

By re-welding after complete rarmoval of defective weld & rectify the
weld as per C1.32.2 of IS 9595-96, using Flux Cored Wire (Class I of
IRS M 46) after conducting DP Test.

18. | Inspection of Weld

Visual & D.P

19, Any other relevant Details

NIL
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ER

M/s. Struc-Rite Metal Building Systems, Unit-I1, Borai, Durg -491001.

Welding Procedure specification No.

SRMBS/PILCON-448/ SHOP/WPS/42M/26

_ 01. RDSO Drawing No.

RDSQ/B-10437/4

02. Welding Joint Description.

Fillet 18 mm - Fillet welding of Cover plate with Arch & Cover Plate with
Bottom Long Beam

03. Base Metal.

32 mm x 22 mm, 32 mm X 25 mm, IS: 2062 — 2011, Gr. : E350 BO

04. Welding Process

FCAW

05. Welding Position.

2F/3F/4F

06. Welding Consumable.

Electrode/Wire
Class Class I OF IRS: M-46-2020, Flux cored MS wire.
Bl Dia 1.2 mm
Drying Method N.A.
Flux
Class N.A
62 Type MN.A.
Drying Method N.A.
6.3 Shielding Gas co2

07. Base Metal Preparation

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

Jaint design Details

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

Fillet welding of Cover plate with Arch & Cover Plate with Bottom Long Beam.
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r7.2 Joint preparation

As Per IS: 10178 — 1995, IS: 7215 & Welded Bridge Code. Lap Joint.(fillet)

Welding Current

08. Type

DC

Polarity

REVERSE

09. | Welder qualification

As per IS: 7310/7307 (Part-1) — 2019

10. | Welding Parameters and technique

10.1 | Welding Parameters

Weld Eﬁ?g%?:s Current Arc Voltage Wire Feed Speed Travel Speed | Electrical Stick Gas Flow
Sequence No. (rm) ' (Amps) (Volt) (m/min) (m/min) out (mm) (I/min.)
1 (Root pass) 1.2 mm 150 — 250 24 - 30 Controlled by current N.A. 15 15-25
2 1.2 mm 150 — 250 24-30 Controlled by current N.A. 15 15-25
3 1.2 mm 150 — 250 24 -30 Controlled by current NLA. 15 15-25
4 1.2 mm 150 — 250 24-30 Controlled by current N.A. 15 15-25
5 1.2 mm 150 — 250 24-30 Controlled by current N.A. 15 15-25
6 1.2 mm 150 - 250 24— 30 Controlled by current N.A. 15 15-25 |

10.2 | Welding Sequence and technigue

T

T

./‘I

P

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

Cleaning of weld bead before laying next weld

12, bead

Yes, in case of multi layer. By brush cleaning and grinding

Root preparation before welding other side of

L groove weld

N.A.

14. | Preheating and inter pass temperature

Preheat Temp.-Min.150°C & Inferpass 'I:emp.—250°c Max.

15. | Peening

NLA.

16. Post Weld treatment

N.A,

17. | Rectification of weld defect

18. | Inspection of Weld

By re-welding after complete removal of defective weld & rectify the
weld as per €1.32.2 of IS 9595-96, using Flux Cored Wire (Class I of
IRS M 46) after conducting DP Test.

Visual & D.P.

19, | Any other relevant Details
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_ WELDING PROCEDURE SPECIFICATION SHEET FOR 42 LEAR SPAN BOW STRING GIRDER
Name and address of Fabricator : M/s. Struc-Rite Metal Building Systems, Unit-II, Borai, Durg -491001.
Welding Procedure specification No. SRMBS/PILCON-448/SHOP/WPS/42M/27
01. | RDSO Drawing No. RDSO/B-10437/6 _
02. | Welding Joint Description. Fillet 12 mm — welding of Cover plate with End Bottom Cross Beam
03. | Base Metal. 32 mm ¥ 15 mm, IS: 2062 — 2011, Gr. : E350 BO
04. | Welding Process FCAW
05. | Welding Position. 2F/3F/4F
06. | Welding Consumable.
Electrode/Wire
Class Class I OF IRS: M-46-2020, Flux cored MS wire.
Al Dia 1.2 mm
Drying Method N.A.
Flux
Class NLA.
B2 Type NLA.
Drying Method N.A.
6.3 | Shielding Gas co2
Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,
07. | Base Metal Preparation Notches and Mill scale, Grease, Paint and Rust etc., which may affect weld
- quality,
Joint dgsign Details
e (Sketch showing arrangements of parts, weld bead details, weld passes & their sequence &tc.)
Fillet welding Cover plate with End Bottormn Cross Beam.
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7.2 | Joint preparation As Per IS: 10178 — 1995, IS: 7215 & Welded Bridge Code. Fillet Joint
Welding Current
08. Type | : | DC
Polarity REVERSE
09. | Welder qualification As per IS: 7310/7307 (Part-1) — 2019
10. | Welding Parameters and technique
10.1 | Welding Parameters
Weld Electrodes Current Arc Voltage Wire Feed Speed Travel Eie_xh'ical Gas Flow
Sequence No. | wire dia. (mm) (Amps) (Volt) (m/min) Speed Stick out (I/min.)
: : (m/min) (mm) i
1(Root pass) 1.2 mm 180 - 250 24 -30 Controlled by current N.A. 15 15-25
2 1.2 mm 150 — 250 24 - 30 Controlled by current N.A. 15 15—25
1.2 mm 150 — 250 24-30 Controlled by current N.A. 15 15 - 25

Fabricator

ontractor

Railway Authority

10.2 | Welding Sequence and technique N.A.
-
|
| .
|
|
i
11. Pravision of run-on / run-off tabs N, A.
12, (t:)ieeaadning of weld bead before laying next weld Yes, in case of multi layer, By brush cleaning and grinding
Root preparation before welding other side of
13, N.A.
groove weld
14, | Preheating and inter pass temperature Preheat Temp.-Min.150°C & Interpass Temp.-250°C Max.
15. | Peening N.A,
16. | Post Weld treatment N.A.
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect weld as per €1.32.2 of IS 9595-86, using Flux Cored Wire (Class I of
B ) IRS M 46) after conducting DP Test.
18. | Inspection of Weld | Visual & D.P.
19. | Any other relevant Details - : \ NIL ! - -
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M/s. Struc-Rite Metal Building Systems, Unit-1I, Borai, Durg -
491001.

Welding Procedure specification No.

SRMBS/PILCON-448/SHOP/WPS/42M/28

01. RDSO Drawing No.

RDSO/B-10437/4

02. Welding Joint Description.

Fillet 18 mm - Stiffener with Arch & Bottom Long Beam

03. Base Metal.

25 mm x 25 mm, 25 mm x 22 mm, IS: 2062 — 2011, Gr. @ E350
BO

04. Welding Process

FCAW

05. Welding Position.

2F/3F/4F

06. Welding Consumable.

Electrode/Wire
Class Class I OF IRS: M-46-2020, Flux cored MS wire.
L Dia 1.2 mm
Drying Method NLA.
Flux
Class N.A.
B Type NLA,
[ Drying Method N.A.
6.3 Shielding Gas. coz2

07. Base Metal Preparation

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

Joint design Details

74

(Sketch showing arrangements of parts, weld bead detzils, weld passes & their sequence atc.)

Fillet welding of Stiffener with Arch & Bottom Long Beam.
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7.2 | Joint preparation As Per IS: 10178 — 1995, IS: 7215 & Welded Bridge Code. Fillet Joint
Welding Current
08. Type DC
Polarity REVERSE
09. | Welder gqualification As per IS: 7310/7307 (Part-I) — 2019
10. | Welding Parameters and technigue
10.1 | Welding Parameters
Weld Eﬁf‘;rgffs Current | Arc Voltage Wire Feed Speed | Travel Speed | Electrical Stick | Gas Flow
Sequence No. (mm) . (Amps) (Volt) (m/min) (m/min) out (mm) (I/min.)
1 (Root pass) 1.2 mm 150 — 250 24— 30 Controlled by current N.A. 15 15- 25
2 1.2 mm 150 = 250 24 -30 Controlled by current N.A. 15 15 25
3 1.2 mm 150 = 250 24 -30 Controlled by current N.A. 15 15-25
4 1.2 mm 150 — 250 24 - 30 Controlled by current N.A. 15 15-25
5 1.2 mm 150 — 250 24 =30 Controlled by current N.A. 15 15-25
6 1.2 mm 150 — 250 -24-30 Controlled by current N.A. i 15-25
10.2 | Welding Sequence and technique : \ N.A.
i
I|
| !
' | Bmm
o
) T (B _ll_%'__i’_‘u;_‘ et
11. [ Provision of run-on / run-off tabs T [NA
12, g:aeaadning of weld bead before laying next weld Yes, in case of multi layer. By brush cleaning and grinding
13 Root preparation before welding other side of N
s A
groove weld
14. | Preheating and inter pass temperature Preheat Temp.-Min.150°C & Interpass Temp.-250°C Max.
15. | Peening Ay © | NA. b B —— .
16. | Post Weld treatment N.A. ) )
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect weld as per C1.32.2 of IS 9595-96, using Flux Cored Wire (Class I of
IRS M 46) after conducting DP Test.
18. | Inspection of Weld : | Visual & D.P.
19, | Any other relevant Details :J NIL

Todlo aﬁﬂﬁm U ¥
Assit, Reseafeh Officer/M&C

. ¥ HA / Ministry of Railways
odfeTTodo, FEE /R.0.5 0., Lucknow

Dy.Chief Epgineer (Br.)

aftmn uif 52 Yo,

S.E.C Railway, Bilaspur
SCER RDSO

Railway Authority Inspection Agency




2798252/2024/0/o ED/BNnS/RDSO

‘ 1427/1489

Page 23

' WELDING PROCEDURE SPECIFICATION SHEET FOR 42 M CLEAR SPAN BOW STRING GIRDER
Name and address of Fabricator :

M/s. Struc-Rite Metal Building Systems, Unit-II, Boral, Durg -491001.
Welding Procedure specification No. SRMBS/PILCON-448/ SHbP,fWPSHZMIZQ
01. RDSO Drawing No. RDSO/B-10437/5
02. Welding Joint Description, Fillet 18 mm - Stiffener with Hanger & Bottom Long Beam
03. Base Metal. 25 mm x 22/25 mm, IS; 2062 — 2011, Gr. : E350 BO
04. Welding Process FCAW
05. Welding Position, 2F/3F[4F
06. Welding Consumable.
Electrode/Wire
Class I OF IRS: M-46-2020, Flux cored MS wire.
Bl 1.2 mm
Drying Method N.A.
Flux
N.A.
0 N.A.
Drying Method NLA.
6.3 Shielding Gas Co2
Fusion Faces and adjacent surfaces are cleaned and made free from
07. Base Metal Preparation Cracks, Notches and Mill scale, Grease, Paint and Rust etc., which
may affect weld guality.
Joint design Details
741 (Sketch showing arrangements of parts, weld bead details, weld passes & their sequence etc.)
Fillet welding of Stiffener with Hanger & Bottom Long Beam :
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7.2 | Joint preparation As Per IS: 10178 — 1995, 1S: 7215 & Welded Bridge Code. Fillet Joint
Welding Current
08. Type DC
Polarity REVERSE
09, | Welder qualification As per IS: 7310/7307 (Part-I) - 2019
10. | Welding Parameters and technique
10,1 | Welding Parameters
I Weld Eﬁirfj?;s Current Arc Voltage Wire Feed Speed Travel Speed | Electrical Stick Gas Flow
Sequence No. (mm) 3 (Amps) (Valt) (m/min) (m/min) out (mm) (I/min.)
1 (Root pass) 1.2 mm 150 — 250 24-30 Controlled by current N.A. 15 15 - 25
2 1.2 mm 150 — 250 24 -30 Controlled by current N.A. 15 15-25
3 1.2 mm 150 = 250 24 - 30 Controlled by current N.A. i5 15 -~25
= 1.2 mm 150 — 250 24 -30 Controlled by current N.A. 15 15-25
5 1.2 mm 150 = 250 24 - 30 Controlled by current N.A. 15 15 - 25
6 1.2 mm 150 — 250 2430 Controlled by current N.A. 15 15-25
10.2 | Welding Sequence and technique N.A.
f‘\\\-‘/
4
2
—————
11. | Provision of run-on / run-off tabs i | NOA
12. g!;adning of weld bead before laying next weld Yes, in case of multi layer. By brush cleaning and grinding
Root preparation before welding other side of
13 N.A.
groove weld
14. | Preheating and inter pass temperature Preheat Temp.-Min.150°C & Interpass Temp.-250°C Max.
15. | Peening E N.A.
16, | Post Weld treatment N.A. il
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect weld as per €1.32.2 of IS 9595-96, using Flux Cored Wire (Class I of
IRS M 46) after conducting DP Test.
18, | Inspection of Weld Visual & D.P.
19, | Any other relevant Details NIL

Todo mﬁ«m 74 e
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WELDING PROCEDURE SPECIFICATION SHEET FOR 42 M CLEAR SPAN BOW STRING GIRDER
Name and address of Fabricator : M/s. Struc-Rite Metal Building Systems, Unit-II, Borai, Durg -491001.
Welding Procedure specification No, SRMBS/PILCON-448/SHOP/WPS/42M/30
01. RDSO Drawing No. RDSO/B-10437/6
02. Welding Joint Description. Fillet 20mm - Stiffener with Bottom Long Beam & Bottom Cross Beam
03. Base Metal. 25 mm x 22/28 mm, 1S: 2062 ~ 2011, Gr. : E350 BO
04. Welding Process FCAW
05. Welding Position. 2F/3F/4F
06, Welding Consumable.
Electrode/Wire
Class Class I OF IRS: M-46-2020, Flux cored MS wire.
Bl Dia 1.2 mm
Drying Method NLA.
Flux
Class N.A.
Biz Type N.A.
Drying Method N.A.
6.3 Shielding Gas coz2
Fusion Faces and adjacent surfaces are cleaned and made free from
07. Base Metal Preparation Cracks, Notches and Mill scale, Grease, Paint and Rust etc., which may
affect weld quality.
Joint design Details
74 (Sketch showing arrangements of parts, weld bead details, weld passes & their sequence etc.)
Fillet welding of Stiffener with Bottom Cross Beam & Bottom Long Beam

. i
o 3
3 % ;
""\‘_ -~
a& | 1
ITITe
jor .20
CONNECTION DETAILS - B

Contractor”

| g 150
Q i %— = L \ 2.
= | ?; e
L3 B0 B
tust
5D 20
208 !
, ECTION F-F
Hado aTfey . Tg T

Assit. Research Officer/M&C
LGl A, / Ministry of Railways
ledutliotie, T&TE /.08 C.. Lucknow

9
e
I ()
By.Ghiof Erglneer (Br)
e ol 54 Y,
$.E.C Rallway, Bilaspur

SCER
Railway Authority

RDSO
Inspection Agency




2798252/2024/0/0 ED/BNnS/RDSO

1430/1489

Page 26

7.2 | Joint preparation As Per IS: 10178 — 1995, IS: 7215 & Welded Bridge Code. Fillet Joint
Welding Current
08. Type DC
Polarity REVERSE
09. | Welder qualification As per IS: 7310/7307 (Part-I) — 2019
10. | Welding Parameters and technigue
10.1 | Welding Parameters J
Electrodes ' . :

Weld Wire-8la Current Arc Voltage Wire Feed Speed Travel Speed | Electrical Stick Gas Flow
Sequence No. G ’ (Amps) (Volt) (m/min) (m/min) out (mm) (I/min.)
1{Root pass) 1.2 mm 150 — 250 24 -30 Controlled by current N.A. 15 15—25

2 1.2 mm 150 — 250 24 -30 Controlled by current N.A, 15 15 - 25
3 1.2 mm 150 — 250 24 -30 Controlled by current N.A. 15 15-25
4 1.2 mm 150 = 250 24 - 30 Controlled by current N.A. 15 15-25
5 1.2 mm 150 — 250 24 -30 Controlled by current N.A. 15 15-25
6 1.2 mm 150 — 250 24-30 | Controlled by current N.A. 15 15-25 |
10.2 | Welding Sequence and technique N.A.
, TN (e
7 4
(M
11. | Provision of run-on / run-off tabs N. A. 1
12, (t“;faa{;ung of weld bead before laying next weld Yes, in case of multi layer. By brush cleaning and grinding
L Root preparation before welding other side of
3 N.A.
groove weld
14, | Preheating and inter pass temperature Preheat Temp.-Min.150°C & Inferpass Temp.-250°C Max.
15. | Peening pian. N.A. )
16. | Post Weld treatment N.A.
2 By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect weld as per C1.32.2 of IS 9595-96, using Flux Cored Wire (Class I of
IRS M 46) after conducting DP Test.
18. | Inspection of Weld Visual & D.P.
19. | Any other relevant Details NIL B
Hodlo 3 Tg ¥dlo
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WELDING PROCEDURE SPECIFICATION §!;|EET FOR 42 M CLEAR SPAN BOW STRING GIRDER
Name and address of Fabricato zﬂéiﬂgiruc-mte Metal Building Systems, Unit-II, Borai, Durg -
Welding Procedure specification No. : SRMBS/PILCON-448/SHOP/WPS/42M/31
01. RDSO Drawing No, ] RDSQ/B-10437/6
; ; _ Fillet 20 mm - Fillet welding of Stiffener with End Bottom Cross
02. Welding Joint Description. Beam with Caver Plafe
03. Base Metal. : 25 mm x 22/32 mm IS: 2062 — 2011, Gr. : E350 BO
04. Welding Process ! FCAW
05. Welding Pasition. ] 2F/3F/4F
06. Welding Consumable.
Electrode/Wire
Class . Class I OF IRS: M-46-2020, Flux cored MS wire.
e Dia|  |12mm
Drying Method N.A.
Flux
Class : N.A.
6.2 Type : N.A.
Drying Method : N.A.
6.3 Shielding Gas : cozZ
Fusion Faces and adjacent surfaces are cleaned and made free
07. Base Metal Preparation § from Cracks, Notches and Mill scale, Grease, Paint and Rust
etc., which may affect weld quality.
Joint design Details
7.1 (Sketch showing arrangements of parts, weld bead details, weld passes & their sequence etc.)
Fillet welding of Stiffener with End Bottom Cross Beam with Cover Plate.
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7.2 | Joint preparation As Per IS; 10178 — 1995, 1S: 7215 & Welded Bridge Code. Fillet Joint
Welding Current
08. Type DC
Polarity REVERSE
09. | Welder qualification As per 1S: 7310/7307 (Part-I) — 2019
10. | Welding Parameters and technique
10.1 | Welding Parameters
Weld Eﬁfgﬁ?aes Current Arc Voltage Wire Feed Speed Travel Speed | Electrical Stick Gas Flow
Sequence No. tnm) ’ (Amps) {Valt) {m/min) (m/min) out (mm) (I/min.)
1(Roct pass) 1.2 mm 150 - 250 24 -30 Cantrolled by current N.A, 15 15-25
2 1.2 mm 150 — 250 24-30 Controlled by current N.A. 15 15-25
3 1.2 mm 150 =250 24-30 Controlled by current N.A. 15 15=25
4 1.2 mm 150 — 250 24 -30 Contralled by current N.A. 15 15-25
) 1.2 mm 150 - 250 24-30 Controlled by current MN.A. 15 15~25
6 1.2 mm 150 — 250 24 -30 Controlled by current N.A. 15 15 =25
10.2 | Welding Sequence and technique N.A.
L
1
. = y.
- ) (.
11. | Provision of run-on / run-off tabs N. A.
1 E:eazadning of weld bead before laying next weld Yes, in case of multi layer. By brush cleaning and grinding
Root preparation before welding other side of
B2 A NLA.
groove weld
14. | Preheating and inter pass temperature Preheat Temp.-Min.150°C & Interpass Temp.-250°C Max.
| _15. | Peening N.A. B
16. | Post Weld treatment | N.A.
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect weld as per €1.32.2 of 18 9595-96, using Flux Cored Wire (Class I of
IRS M 46) after conducting DP Test.
18. | Inspection of Weld Visual & D.P. _ -
19. | Any other relevant Details NIL -
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WELDING PROCEDURE SPECIFICATION SHEET FOR 42 M CLEAR SPAN BOW STRING GIRDER
Name and address of Fabricator :!Iéficgii-ruc—mte Metai Building Systems, Unit-II, Borai, Durg -
Welding Procedure specification No. 4 SRMBS/PILCON-448/SHOP/WPS/42M/32
01. RDSO Drawing No. : RDSQ/B-10437/6
' ) o Fillet 20 mm - Fillet welding of Stiffener with End Bottom Cross
02. Welding Joint Description. Beam with Hanger
03. Base Metal. : 25 mm x 28 mm IS: 2062 — 2011, Gr. : E350 BO
04. Welding Process : FCAW
05. Welding Position. : 2F/3F/4F
06. Welding Consumable.
Electrodef/Wire
Class . Class I OF IRS:M-46-2003, Flux cored MS wire,
Sl pia| © |L2mm
Drying Method N.A.
Flux
Class ) N.A.
6.4 Type : N.A.
Drying Method : N.A,
6.3 Shielding Gas : coz2
Fusion Faces and adjacent surfaces are cleaned and made free
07. Base Metal Preparation i from Cracks, Notches and Mill scale, Grease, Paint and Rust etc.,
which may affect weld quality.
Joint design Details
7.1 (Sketch showing arrangements of parts, weld bead details, weld passes & their sequence etc.)

| _Fillet welding of Fillet welding of Stiffener with End Bottom Cross Beam with Hanger.
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7.2 | Joint preparation As Per IS: 10178 — 1995, IS: 7215 & Welded Bridge Code. Fillet Joint
Welding Current
08. Type DC
Polarity REVERSE
09, | Welder qualification As per IS: 731077307 (Part-I) — 2019
10. | Welding Parameters and technique
| 10.1 | Welding Parameters
Weld Eﬁfgz?:s Current Arc Voltage Wire Feed Speed Travel Speed | Electrical Stick Gas Flow
Sequence No. (mm) ’ (Amps) (Volt) (m/min) (m/min) out (mm) (I/min.)
1(Root pass) 1.2 mm 150 — 250 24 -30 Controlled by current N.A. 15 15-25
2 1.2 mm 150 — 250 24 -30 Controlled by current N.A. 15 15-25
3 1.2 mm 150 — 250 24 -30 Controlled by current N.A. 15 15-25
4 1.2 mm 150 - 250 24 -130 Cantrolled by current N.A. 15 15-25
5 1.2 mm 150 - 250 24 -30 Controlled by current MNLA. 15 15=25
| 6 1.2 mm 150 — 250 24 -30 Controlled by current N.A. 15 1525
10.2 | Welding Sequence and technigue ‘ N.A
T‘\_,/
[11. | Provision of run-on / run-off tabs [« [ NA.
12. Eéeaaéling of weld bead before laying next weld Yes, In case of multi layer. By brush cleaning and grinding
Root preparation before welding other side of
13, MN.A,
groove weld
14. | Preheating and inter pass temperature Preheat Temp.-Min.150°C & Interpass Temp.-250°C Max.
| 15. | Peening ) NLA.
16. | Post Weld treatment - N.A
By re-welding after complete remaval of defective weld & rectify the
17. | Rectification of weld defect weld as per C1.32.2 of 15 9595-96, using Flux Cored Wire (Class 1 of
IRS M 46) after conducting DP Test.
18. | Inspection of Weld Visual & D.P,
L 19, | Any other relevant Details NIL i
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_ WELDING PROCEDURE SPECIFIC&T ON SHEET FOR 42 M CLEAR SPAN BOW ST RING GIRDER
Name and address of Fabricator M/s. Struc-Rite Metal Building Systems, Unit-II, Borai, Durg -491001.
Welding Procedure specification No. - | SRMBS/PILCON-448/SHOP/WPS/42M/33
01. | RDSO Drawing No. : | RDSO/B-10437/2
02, | Welding Joint Description. . | Fillet 18 mm - Stiffener with Arch & Hanger
03. | Base Metal. : | 25 mm x 28/25 mm, IS: 2062 — 2011, Gr. : E350 BO
04. | Welding Process . | FCAW
05. | Welding Position. . | 2F/3F/4F
D6. | Welding Consumable.
Electrode/Wire
Class | . | Class 1 OF IRS: M-46-2020, Flux cared MS wire.
6L Dia 1.2 mm
Drying Method N.A.
Flux :
Class | : | N.A
Lo Type | @ | N.A
Drying Method | : | N.A.
6.3 | Shielding Gas ¢ | CO2
Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,
07. | Base Metal Preparation .| Notches, and Mill scale, Grease, Paint and Rust etc., which may affect weld
quality.
Joint design Details
7.1 (Sketch showing arrangements of parts, weld bead details, weld passes & their sequence etc.)
Fillet welding of Stiffener with Arch & Hanger.
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7.2 | Joint preparation As Per 1S: 10178 — 1995, IS: 7215 & Welded Bridge Code. Fillet Joint
Welding Current
08. Type DC
Polarity REVERSE
09. | Welder gualification As per IS: 7310/7307 (Part-I) — 2019
10, | Welding Parameters and technique
10.1 | Welding Parameters
Electrodes ; ;
Weld e Current Arc Voltage Wire Feed Speed Travel Speed | Electrical Stick Gas Flow
Sequence No. (m) i (Amps) (Volt) (m/min) (m/min) out {mm) {I/min.)
1 (Root pass) 1.2 mm 150 — 250 24 -30 Controlled by current N.A, 15 15-25
2 1.2 mm 150 — 250 24-30 Controlled by current N.A. 15 15-25
3 1.2 mm 150 — 250 24 -30 Contrelled by current N.A. 15 15-25
4 1.2 mm 150 = 250 24 -30 Controlled by current N.A. 15 15-25
5 1.2 mm 150 — 250 24 =30 Controlled by current LA, 15 15-25
6 1.2 mm 150 — 250 24-30 Controlled by current N.A. 15 15-25
10,2 | Welding Sequence and technique é ‘ NLA.
: |
!
?
' !-"'..l.ﬂf“ﬂt
\ > i
I g, FESS— LAt ?‘_i_ﬂ
f G S SO
. \
i
11. | Provision of run-on / run-off tabs N. A. _J
12. Ei;adning of weld bead before laying next weld Yes, in case of multi layer. By brush cleaning and grinding
Root preparation before welding other side of
13. N.A.
groove weld
14. | Preheating and inter pass temperature Preheat Temp.-Min.150°C & Interpass Temp.-250°C Max.
15. | Peening N.A. ) :
| 16. | Post Weld treatment - N.A.
By re-welding after conplete removal of defective weld & rectify the
17. | Rectification of weld defect weld as per C1.32.2 of IS 9595-96, using Flux Cored Wire (Class 1 of
S— IRS M 46) after conducting DP Test.
| 18. Inspection of Weld - B Visual & D.P.
19, | Any other relevant Details - r ¢ | NIL - .
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ON SHEET FOR 72 M CLEAR SPAN BOW STRING BEAM

Name and address of Fabricator M/s. Struc-Rite Metal Building Systems, Unit-II, Borai, Durg -491001.
Welding Procedure specification No. SRMBS/PILCON-448/SHOP/WPS/42M/34
01. | RDSO Drawing No. ' RDSQ/B-10437/3
: 5 e Fillet 16 mm - Fillet weld of Stiffener with Top Diagonal Tie Beam & Arch and
02. | 'Welding Jomt Desaiphion: Top Diagonal Tie Beam & Hanger.
03. | Base Metal. 25 mm x 25/28 mm 1S: 2062 — 2011, Gr. : E350 BO
04, | Welding Process FCAW
05. | Welding Position. 2F/3F/4F
06. | Welding Consumable.
Electrode/Wire
Class Class I OF IRS; M-46-2020, Flux cored MS wire.
il Dia 1.2 mm
Drying Method N.A.
Flux
Class NLA.
2 Type N.A.
Drying Method N.A.
6.3 | Shielding Gas coz2
Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,
07. | Base Metal Preparation Notches and Mill scale, Grease, Paint and Rust etc., which may affect weld
quality.
Joint design Details
7.1 | (Sketch showing arrangements of parts, weld bead details, weld passes & their sequence etc.)

Fabricator

Fillet weld of Stiffener with Top Diagonal Tie Beam & Arch/ Hanger.
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7.2 | Joint preparation .| As PerIS: 10178 — 1995, 1S: 7215 & Welded Bridge Code. Fillet Joint
Welding Current
08. Type | @ | DC
Polarity | : | REVERSE
09. Welder gualification ¢ | As per IS: 7310/7307 (Part-I) — 2019

10. | Welding Parameters and technique

10.1 | Welding Parameters

‘Weld E:E?Zrz?aes Current Arc Voltage Wire Feed Speed Travel Speed | Electrical Stick Gas Flow
Sequence No. (mm) ¢ (Amps) (Volt) {(m/min}) (m/min) out (mm) (I/min.)
1 (Root pass) 1.2 mm 150 — 250 24 - 30 Controlled by current NLA. 15 15-25

2 1.2 mm 150 — 250 24-30 Controlled by current N.A. 15 15-25

3 1.2 mm 150 — 250 24 -30 Controlled by current NLA. 15 15-25

4 1.2 mm 150 — 250 24 - 30 Controlled by current N.A. 15 15-25

5 1.2 mm 150 — 250 24 -30 Controlled by current N.A. 15 15-25

6 1.2 mm 150 — 250 24 — 30 Controlled by current N.A. 15 15 - 25
’710.2 Welding Sequence and technique

N
R

N.A,
|

T
|

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

N. A,

Cleaning of weld bead before laying next weld

12. | bead

Yes, in case of multi layer. By brush cleaning and grinding

Root preparation before welding other side of

13, groove weld

N.A.

14. | Preheating and inter pass temperature

Preheat Temp.-Min.150°C & Interpass Temp.-250°C Max,

15. | Peening

N.A.

16. | Post Weld treatment

NLA.

17. | Rectification of weld defect

IRS M 46) after conducting DP Test.

By re-welding after complete removal of defective weld & rectify the
weld as per €1.32.2 of IS 9595-96, using Flux Cored Wire (Class I of

18. | Inspection of Weld

Visual & D.P

rlg. | Any other relevant Details

Fabricator

- . o ":. j
Dy.Chief Engineer (Br.)
aftor g 7 ¥,
$.E.C Rallway, Bilaspur
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WELDING PROCEDURE SPECIFICATION SHEETFOR 72 M CLEAR SPAN BOW STRING BEAM

Name and address of Fabricator

M/s. Struc-Rite Metal Building Systems, Unit-1I, Borai, Durg -491001.

Welding Procedure specification No.

SRMBS/PILCON-448/SHOP/WPS/42M/35

01. | RDSO Drawing No. RDSO/B-10437/3

02. | Welding Joint Description. Fillet 16 mm - Stiffener with Hanger & Top Tie Beam
03, | Base Metal. 25 mm ¥ 20/28 mm, IS: 2062 — 2011, Gr. : E350 BO
04, | Welding Process FCAW

05. | Welding Position. 3F/4F
06. | Welding Consumable.
Electrode/Wire
Class Class I OF IRS: M-46-2020, Flux cored MS wire,
ol Dia 1.2 mm
Drying Method N.A.
Flux
Class N.A.
Gid Type N.A.
Drying Method NL.A.
6.3 | Shielding Gas co2
Fusion Faces and adjacent surfaces are cleaned and made free from
07. | Base Metal Preparation Cracks, Notches and Mill scale, Grease, Paint and Rust etc., which

may affect weld quality.

3.

Joint design Details

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

Fillet weld of Stiffener with Hanger & Top Tie Beam.

LR |
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22 Joiht preparation . | As Per IS: 10178 — 1995, IS: 7215 & Welded Bridge Code. Fillet Joint
Welding Current :
08. Type | @ | DC
Polarity | : | REVERSE
09. | Welder qualification .| As per IS: 7310/7307 (Part-I) — 2019
10. | Welding Parameters and technique
10.1 | Welding Parameters

Weld E:Efterg?:s Current Arc Voltage Wire Feed Speed Travel Speed | Electrical Stick Gas Flow
Sequence No. (mm) ) (Amps) (Volt) (m/min) (m/min) out (mm) {I/min.)
1 (Root pass) 1.2 mm 150 = 250 24 —30 Controlled by current N.A. 15 15-25

2 1.2 mm 150 — 250 24 - 30 Controlled by current MN.A, 15 15-25
3 1.2 mm 150 = 250 24-30 Controlled by current N.A. 15 15-25
4 1.2 mm 150 — 250 24 -30 Cantrolled by current N.A. 15 15-25
5 1.2 mm 150 - 250 24-30 Controlled by current NLA, 15 15-25
6 1.2 mm 150 — 250 24-30 Controlled by current MNLA. 15 15-25
10.2 | Welding Sequence and technique © | NLA
JN/
16mm
(4]
) = Ea%w\ %
- - L’
11. | Provision of run-on / run-off tabs c I NA
12, E:faac?mg of weld bead before laying next weld i | Yes, in case of multi layer. By brush cleaning and grinding
Root preparation before welding other side of
13. N.A.
groove weld |
14. | Preheating and inter pass temperature .| Preheat Temp.-Min.150°C & Interpass Temp.-250°C Max.
15. | Peening 1 | N.A.
| 16. | Post Weld treatment T | NA ; )
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect ¢ | weld as per €1.32.2 of IS 9595-96, using Flux Cored Wire (Class I of
B IRS M 46) after conducting DP Test.
18. | Inspecticn of Weld - : | Visual & D.P. .
19. | Any other relevant Details . B ERET
Hadlo m@qrg TE T
- Assll. Research Officer/M&C
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WELDING PROCEDURE §PECIF!%&TION SHEET FOR 72 M CLEAR SPAN BOW STRING BEAM
Name and address of Fabricator * | M/s. Struc-Rite Metal Building Systems, Unit-1I, Borai, Durg -491001.
Welding Procedure specification No. ¢ SRMBS/ PILCON—448;SHOP;’WPS}*42Mf36
01. RDSO Drawing No. : RDSO/B-10437/6
! ) o | Fillet 12 mm - Fillet Welding of Angle with Int. Bottom Cross Beam & Bottom
e Viekiing it Descripton. : Long Beam and Angle with Int. Bottom Cross Beam & Hanger
’ Angle (150X150X15 mm) X 22 mm, Angle (150X150%X15 mm) X 22/28 mm
0 | S Meml ‘| 15: 2062 — 2011, Gr. : £350 B0 & E250B0
04. Welding Process : FCAW
05. Welding Position. : 2F/3F/4F
06. Welding Consumable.
Electrode/Wire
Class ) Class I OF IRS: M-46-2020, Flux cored MS wire.
&1 Dia 1.2 mm
Drying Method N.A.
Flux *
Class 3 N.A.
Bt Type ! N.A.
Drying Method : N.A.
6.3 Shielding Gas 1 coz2
Fusion Faces and adjacent surfaces are deaned and made free from Cracks,
07. Base Metal Preparation : Notches and Mill scale, Grease, Paint and Rust etc., which may affect weld
quality.
Joint design Details
74 (Sketch showing arrangements of parts, weld bead details, weld passes & their sequence etc.)
Fillet Weld of Angle with Int. Bottom Cross Beam & Bottom Long Beam and Angle with Int. Bottom Cross Beam & Hanger
Angle (150X150X12 mm) % 22 mm, Angle (150X150X12 mm) X 22/28 mm
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7.2 | Joint preparation As Per IS: 10178 — 1995, IS: 7215 & Welded Bridge Code. Fillet Joint
Welding Current
08. Type DC
Polarity REVERSE
09. | Welder qualification As per 1S: 7310/7307 (Part-I) — 2019
10. | Welding Parameters and technigue
10.1 | Welding Parameters
Weld Eﬁfér?j?:s Current Arc Voltage Wire Feed Speed Travel Speed | Electrical Stick Gas Flow

Sequence No. (mm) ’ {Amps) (Volt) {m/min) (m/min) out (mm) (I/min.)
1(Root pass) 1.2 mm 150 — 250 24 —-30 Controlled by current N.A. 15 15-25

2 1.2 mm 150 — 250 24-30 Controlled by current N.A. 15 15-25

3 1.2 mm 150 =250 24 - 30 Controlled by current N.A. 15 15-25
10.2 | Welding Sequence and technigue N.A.

Fabricator

Railway Authority

Inspection Agency

11. | Provision of run-on / run-off tabs N. A.
12 gleeaadmng of weld bead before laying next weld Yes, in case of multi layer. By brush cleaning and grinding
Root preparation before welding other side of
13, N.A.
groove weld -
14, | Preheating and inter pass temperature Preheat Temp.-Min.150°C & Interpass Temp.-250°C Max.
15. | Peening N.A.
16. | Post Weld treatment NLA. R
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect weld as per C1.32.2 of IS 9595-96, using Flux Cored Wire (Class 1 of
B B IRS M 46) after conducting DP Test. o
18. | Inspection of Weld Visual & D.P b
19. | Any other relevant Details NIL
¢ m’l}\ Hoafo feR A TF T
Assit, Rasaaﬁ Officer/ME&C
{51 ﬂm ¥ AT/ WMinistry of Railways
D * TodieTjo¥le, TETE /R.D.S 0., Lucknow
Ve Cgf;fm g'grﬁeer (Br)
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WELDING PROCEDURE SPECIFICATION SHEET FOR 72 M CLEAR SPAN BOW STRING BEAM

Name and address of Fabricator

M/s. Struc-Rite Metal Building Systems, Unit-I, Borai, Durg -491001.

Welding Procedure specification No.

SRMBS/PILCON-448/SHOP/WPS/42M/37

01. | RDSQ Drawing No.

RDSO/B-10437/6

02. | Welding Joint Description.

Fillet 12 mm- Fillet Welding of Angle with Cover Plate & End Bottom Cross
Beam

03. | Base Metal.

Angle 150x150%12mmx32/25mm iS: 2062 — 2011, Gr. : E350 BO & E250BR/BO

04. | Welding Process

FCAW

05. | Welding Position.

2F/3F/4F

06. | Welding Consumable.

Electrode/Wire
Class Class I OF IRS: M-46-2020, Flux cored MS wire.
B Dia 1.2 mm
Drying Method N.A.
Flux .
Class MN.A.
i Type N.A.
Drying Method N.A.
6.3 | Shielding Gas o2

07. | Base Metal Preparation

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

quality.

Joint design Details

7 (Sketch showing arrangements of parts, weld bead details, weld passes & their sequence etc.)
Fillet Weld of Angle with Cover Plate & End Bottom Cross Beam.
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7.2 | Joint preparation As Per IS: 10178 — 1995, IS: 7215 & Welded Bridge Code. Fillet Joint
Welding Current :
08. Type ; DC
Polarity | . | REVERSE
09. | Welder qualification As per IS: 7310/7307 (Part-1) — 2019
10. | Welding Parameters and technique
10.1 | Welding Parameters
Weld E:Efgg?:s Current Arc Voltage Wire Feed Speed Travel Speed | Electrical Stick Gas Flow
Sequence Na. (mm) . (Amps) (Volt) (m/min) {m/min) out (mm) (I/min.)
1(Root pass) 1.2 mm 150 — 250 24 - 30 Controlled by current NL.A, 15 15-25
1.2 mm 150 - 250 24 -30 Controlled by current N.A. 15 15-25
1.2 mm 150 = 250 24 — 30 Controlled by current N.A. 15 15-25
10.2 | Welding Sequence and technigue NLA.
" ,.r
11. | Provision of run-on / run-off tabs N, A
12, Egaaadning of weld bead befare laying next weld Yes, in case of multi layer. By brush cleaning and grinding
Root preparation before welding other side of
£3. N.A.
groove weld
14, | Preheating and inter pass temperature Prebieat Temp.-Min.150°C & Interpass Temp.-250°C Max.
15. | Peening N.A.
16. | Post Weld treatment MNLA.
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect weld as per C1.32.2 of IS 9595-96, using Flux Cored Wire (Class I of
. IRS M 46) after conducting DP Test.
18. | Inspection of Weld Visual & D.P B -
19. | Any other relevant Details NIL

Hodjo alﬁrﬂm'q Tg ¥HTC
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FOR 72 M CLEAR SPAN BOW STRING BE

Name and address of Fabricator

M/s. Struc-Rite Metal Building Systems, Unit-II, Borai, Durg -491001.

Welding Procedure specification No.

SRMBS/PILCON-448/SHOP/WPS/42M/38

01. RDSO Drawing No.

RDSO/B-10437/5

02. Welding Joint Description.

Fillet 18 mm - Fillet Weld of Splice Plate with Bottom Long Beam

03. Base Metal.

28 mm x 22 mm, IS: 2062 — 2011, Gr. : E350 BO

04. Welding Process

FCAW

05. Welding Position.

2F/3F/4F

06. Welding Consumable.

Electrode/Wire
Class Class I OF IRS: M-46-2020, Flux cored MS wire.
8 Dia 1.2 mm
Drying Method N.A,
Flux
Class N.A,
6z Type N.A.
Drying Method MN.A.
6.3 Shielding Gas co2

07. Base Metal Preparation

quality.

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

Joint design Details

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

Fillet Weld of Splice Plate with Bottom Long Beam |
_ 860 y
Fia—— ]
o | A 14 8 | ol
G _ | e
b, T ; e ezt
18 5’
~— =3 ﬁ‘ =
s R a ‘é" i i
1500 =
L J e i
i TS gpp e 906 | i SECTION J
o N o
DETAILS SPLICE - ELEVATION

Wodfo Gﬂ%ﬁQTg g o

S.EEL Raitwag, Bilaspur
SCER

Railway Authority

Assti, Reseatch Officer/M&C
b HATAD,/ Minisiry of Railways
Io3eHTeH, H@TS S R.0.5 0., Lucknow

RDSO

Inspection Agency




14
2798252/2024/0/o ED/BNnS/RDSO 46/1483_

Page 42
7.2 | Joint preparation | As Per IS: 10178 — 1995, 1S: 7215 & Welded Bridge Code. Fillet Joint
Welding Current 2
08. Type | : [ DC
Polarity | : | REVERSE
09. | Welder qualification .| As per IS: 7310/7307 (Part-1) — 2019
10. | Welding Parameters and technique
10.1 | Welding Parameters
Weld Eﬁg‘éf;'s Current | ArcVoltage | Wire Feed Speed | Travel Speed | Electrical Stick | Gas Flow
Sequence No. (mm) 1 (Amps) (Volt) (m/min) (m/min) aut (mm) (I/min.)
1(Root pass) 1.2 mm 150 — 250 24-30 Controlled by current NLA. 15 15-25
2 1.2 mm 150 — 250 24-30 Controlled by current N.A. 15 15-25
3 1.2 mm 150 — 250 24 =30 Controlled by current N.A, 15 15-25
4 1.2 mm 150 — 250 24 =30 Controlled by current N.A. 15 15-25
5 1.2 mm 150 — 250 24 =30 Controlled by current N.A. 15 15-25
l_ 6 1.2 mm 150 — 250 24 -130 Controlled by current N.A. 15 15-25
10.2 | Welding Sequence and technique ~ © | N.A
|
I| THT
e )
] ¢ N
11. | Provision of run-on / run-off tabs | NLA _‘
12. Egadning of weld bead before laying next weld . | Yes, in case of multi layer. By brush cleaning and grinding
Root preparation before welding other side of
13 MN.A.
groove weld i |
14, Preheating and inter pass temperature Preheat Temp.-Min.150°C & Interpass Temp.-250°C [\1ax._ -
15. | Peening ¢ | NA |
16. | Post Weld treatment - | | NA 1 u -
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect . | weld as per C1.32.2 of IS 9595-96, using Flux Cored Wire (Class 1 of
b3} | - IRS M 46) after conducting DP Test. -
18. | Inspection of Weld . | . | Visual & D.P
1_1.9' | Any CEI_"ler relevant Details o NIL - B

Asstl, Raseafeh DfflcerM&C
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WELDING PROCEDURE SPECIFICATION SHEET FOR72 M CLEAR SPAN BOW STRING BEAM
Name and address of Fabricator : M/s. Struc-Rite Metal Building Systems, Unit-II, Borai, Durg -491001,
Welding Procedure specification No. SRMBS/PILCON-448/SHOP/WPS/42M/39
01, RDSO Drawing No. RDSQ/B-10437/2
02. Welding Joint Description. Fillet 20 mm - Fillet Weld of Splice Plate with Arch
03. Base Metal. 32 mm x 25 mm, IS: 2062 — 2011, Gr. : E350 BO
04. Welding Process FCAW
05. Welding Position. 2F/3F/4F
06. Welding Consumable.
Electrode/Wire
Class Class I OF IRS; M-46-2020, Flux cored M5 wire.
Bl Dia 1.2 mm
Drying Method N A,
Flux
Class N.A.
&2 Type N.A.
Drying Method N.A.
6.3 Shielding Gas co2
Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,
07. Base Metal Preparation Notches and Mill scale, Grease, Paint and Rust etc., which may affect weld
quality.
Joint design Details
7 (Sketch showing arrangements of parts, weld bead details, weld passes & their sequence etc.)
Fillet Weld of Splice Plate with Arch.
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7.2 | Joint preparation As Per IS: 10178 — 1995, 1S; 7215 & Welded Bridge Code. Fillet Jaint
Welding Current
08. Type DC
Paolarity REVERSE
09. | Welder qualification As per 1IS: 7310/7307 (Part-1) — 2019
10. | Welding Parameters and technigue
10.1 | Welding Parameters
Weld Eivﬁrg?:s Current Arc Voltage Wire Feed Speed Travel Speed | Electrical Stick Gas Flow
Sequence No, tmm) 2 (Amps) (Volt) {m/min) (m/min) out (mm) (I/min.)
1 (Root pass) 1.2 mm 150 — 250 24—30 Controlled by current N.A. 15 15«25
2 1.2 mm 150 - 250 24 =30 Controlled by current N.A. 15 15-25
3 1.2 mm 150 — 250 24 -30 Controlled by current N.A. 15 15 - 25
4 1.2 mm 150 — 250 24-30 Controlled by current N.A. 15 15-25
5 1.2 mm 150 — 250 24 -30 Controlled by current N.A, i 2 15-25
6 1.2 mm 150 — 250 24 -30 Controlled by current N.A, 15 1525

10.2

Welding Sequence and technigue

‘ ¢ NA

e,

EOmmt

W

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

N. A

A bead

Cleaning of weld bead before laying next weld

Yes, in case of multi fayer. By brush cleaning and grinding

Root preparation before welding other side of
groove weld

N.A.

14. | Preheating and inter pass temperature

Preheat Temp.-Min.150°C & Interpass Temp.-250°C Max.

Pee_ning

N.A.

Post Weld tr_eatment

N.A.

Rectification of weld defect

E_yEwe_lding after com plete removal of defective weld & rectify the
weld as per C.32.2 of IS 9595-96, using Flux Cored Wire (Class I of
IRS M 46) after conducting DP Test.

- Inspection of Weld

Visual & D.P

1 Any other relevant Details

oo m@a@ 7§ ¥Elc
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WELDING PROCEDURE SPECIFIC TIO SH FOR 72 M CLEAR SPAN BOW ING BEAM
Name and address of Fabricator M/s. Struc-Rite Metal Building Systems, Unit-1I, Borai, Durg -491001,
Welding Procedure specification No. ! SRMBS/PILCON- 448/5HOP}WPS{42M;’40
01. RDSO Drawing No. : RDSO/B-10437/1
0. Welding Joint Description. ; gg:;ﬁ mm - Fillet Weld of 6 mm cover plate with Arch and Bottom Lang
03. Base Metal. : 6 mm X 25/36mm, IS: 2062 — 2011, Gr. : E350 BO
04. Welding Process ! FCAW
05. Welding Position. E 2F/3F
06, Welding Consumable.
Electrade/Wire
Class . Class I OF IRS: M-46-2020, Flux cored MS wire.
G Dia 1.2 mm
Drying Method MNLA.
Flux
Class : N.A.
ha Type ! N.A.
Drying Method ; N.A.
6.3 Shielding Gas : coz
Fusion Faces and adjacent surfaces are cleaned and made free from
07. Base Metal Preparation : Cracks, Notches and Mill scale, Grease, Paint and Rust ete., which may
affect weld guality.
Joint design Details
7.1 (Sketch showing arrangements of parts, weld bead details, weld passes & their sequence etc.)
Fillet Weld of 6 mm cover plate with Arch and Bottom Long Beam.
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7.2 | Joint preparation = | As Per 1S: 10178 — 1995, IS: 7215 & Welded Bridge Code. Fillet Joint
Welding Current
08. Type DC
Polarity REVERSE

09. | Welder qualification As per IS; 7310/7307 (Part-I) — 2019
10. | Welding Parameters and technique
10.1 | Welding Parameters

Weld E:ﬁ‘r:g‘;?:s Curent | ArcVoltage | Wire Feed Speed | Travel Speed | Electrical Stick | Gas Flow
Sequence No. (mm) : (Amps) (Volt) (m/min) (m/min) out (mm) (I/min.)
1(Root pass) | L2mm | 150- 250 22-28 | Controlled by current NA. | 15 1535

10.2 | Welding Sequence and technique l N.A
! ' 6 mmis.
1 ;L_(
|
||
1 1
) | r—“ 3
)— S L 7
t—_ i s |
Loy
11. | Provision of run-on / run-off tabs N. A,
Cleaning of weld bead before laying next weld
12, N.A.
bead
Root preparation before welding other side of
15 N.A.
groove weld ]
14, | Preheating and inter pass temperature Preheat Temp.-Min.150°C & Interpass Temp.-250°C Max.
15. Peening N.A.
16. | Post Weld treatment NLA.
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect weld as per C1.32.2 of IS 9595-96, using Flux Cored Wire (Class I of
IRS M 46) after conducting DP Test.
18. | Inspection of Weld Visual & D.P
19. | Any other relevant Details MIL

, Riers g¢
SEC Rallway, Bilaspu
SCER
Railway Authority

RDSO

Todo ﬂ!ﬁl@éﬂg oF ¥qlo

Assil, Reseafch Offfcer/M&C
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Inspection Agency




2798252/2024/0/0 ED/BNnS/RDSO

Name and address of Fabricator

1451/1489

Page 47

WELDING PROCEDURE SPEEIFICATION SHEET FOR 72.0 m. CLEAR SPAN BOW STRING GIRDER

M/s. Struc-Rite Metal Building Systems, Unit-1I, Borai, Durg -491001.

Welding Procedure specification No.

SRMBS/PILCON-448/SHOP/WPS/42M/41

01. | RDSO Drawing No.

RDSO/B-10425 Series

02. | Welding Joint Description.

Fillet 5 mm - Tack Weld

03. | Base Metal.

IS: 2062 — 2011 E350/E250

04, | Welding Process

FCAW (Flux core Arc Welding)

05. | Welding Position.

Horizontal / Vertical

06. | Welding Consumable.

6.3 | Shielding Gas

Electrode/Wire
Class Class I of IRS M 46-2013
6.1 Dia 1.2 mm
Type Caopper coated solid Wire,
Drying Method N.A.
6.2 | Flux
Class A,
Type N.A.
Drying temperature N.A.
CO:

07. | Base Metal Preparation

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

7.1 | Joint design Details

N.A,

Length of Tack Weld 50 mm

Distance between tack Weld 300 mm

7.2 | Joint preparation

08. | Welding Current

As Per IS: 10178 — 1995, IS: /215 & Welded Bridge Code.

=R -\
= > 2 u:i:‘"
NEE PLATE
— S0 —»
=T, ETRRIST.
.

Type

DC

09. Welderquallﬁcatmn

Polarity

Reverse

As per IS: 7310 /7307 (Part-I) — 1974

10.1 | Welding Parameters

10. | Welding Parameters and technique

Se (Q; mew
Dy.Chief Engiicer (Br) B ol bl
e o e Y,

S.ELC Radﬁﬁﬁlﬁilaamﬁ RDSO

Railway Authurlty Inspection Agency
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E}e.dmées Current Arc Voltage Wire Fee Travel Speed | Electrical Stick Gas Flow
Weld Pass No. wire dia. (Amps) (Volt) Speed (m/min) out (mm) (1/min.)
(mm) P (m/min) =
1 T2 150 - 220 20 - 26 3.5-4.0 N.A. 13 =16 16 - 18
; ; N.A.
10.2 | Welding Pass and technique
_FLANGE PLATE
i
— —
— 300 —F |5
Length of Tack Weld 50 mm -
Distance between tack Weld 300 mm WEDFLAE
— 50 A I50 —P
p— I
B
TNCFLANGE PLATE

groave weld

11. | Provision of run-on / run-off tabs NLA.
Cleaning of weld bead before laying next weld

12. N.A.
bead

13, Root preparation before welding other side of NA.

14, | Preheating and inter pass temperature

Preheat Temp.-Min.150°C & Interpass Temp.-250°C Max.

15. | Peening

N.A.

16. | Post Weld treatment

N.A.

17. | Rectification of weld defect

By grinding of the defective weld & rectify the weld as per C1.32.2 of
IS 9595-96, using Flux Cored Wire (Class I of IRS M 46) after
conducting DP Test.

18. | Inspection of Weld

-| Visual & DPT

19. | Any other relevant Details

)

M/ BS
Fabricator

. | Tack Weld of all fit up component

oo &ﬁ@ﬂg o TWlo

Asstl. Reseafch Officer/M&C
) XA T,/ Ministry of Railvays
asjeRTodo, TETE /R.0.5 0., Lucknow

&)
{Br)

Dy.ChIBf gineer

RDSO

Railway Authority Inspection Agency
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ELDING PROCEDURE SPECIFICATION SHEET (WORKSHOP)

42 MTR CLEAR SPAN
(BOW STRING STEEL GIRDER)
RDSO DRAWING NO:RDSO/B/10437 (SERIES)

Name of work: Nagpur Division Construction of LROB for elimination
of manned LC No.448 at Km 867/29-31 between DURG-RSM (DURG-
RASMARA) stations on DURG-NGP Section.

LLOA No- NAGPUR-SECR-DIVISION-ENGINEERING / Br-Spl-16-NGP-2022-23 / 00843390079741

Fabricator (Regd. Office & Work Site):

M/s. Struc-Rite Metal Building Systems, Unit-II, Borai, Durg-491001.

Contractor:
M/s Pilcon Engineering

|
\

CLIENT:

SOUTH EAST CENTRAL RAILWAY
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WPSS NO DESCRIPTION WELD SIZE | PAGE NO. | REMARKS

Bottom Long Beam, Hanger Beam

SRMBS/PILCON-448/SHOP/WPS/42M/01 | @ Arch 10 mm 01-02 SAW

SRMBS/PILCON-448/SHOP/WPS/42M/02 End Bottom Cross beam 14 mm 03-04 SAW
Top Tie Beam & Top Dia onal Tie

SRMBS/PILCON-448/SHOP/WPS/42M/03 | Beam . 8 mm 05-06 SAW

SRMBS/PILCON-448/SHOP/WPS/42M/04 Bottom Cross Beam (Intermediate) 12 mm 07-08 SAW
DP1 at Bottom Long Beam &

SRMBS/PILCON-448/SHOP/WPS/42M/05 | Hanger . 10 mm 0s-10 FCAW
DP2/DP at Bottom Long Beam &

SRMBS/PILCON-448/SHOP/WPS/42M/06 | Arch 2 10 mm 11-12 FCAW
DP at 'Top Tie Beam & Top Diagonal

SRMBS/PILCON-448/SHOP/WPS/42M/07 | Tie Beam . 8§ mm 13-14 FCAW
Inside Welding at Bottom Lon

SRMBS/PILCON448/SHOPIWPS/42M/08 | Boam & Arch ° 10 mm 15-16 FCAW
Web Splice at Intermediate Bottom

SRMBS/PILCON-448/SHOP/WPS/42M/09 | Cross Beam 14 mm 17-18 FCAW
Top & Bottom Outer Splice at

SRMBS/PILCON-448/SHOP/WPS/42M/10 | Intermediate Bottom Cross Beam s o FCAW
Bottom Inside Splice at Intermediate

SRMBS/PILCON-448/SHOP/WPS/42M/11 | Bottom Cross Beam 14 mm 21-22 FCAW
Web Splice at End Bottom Cross

SRMBS/PILCON-448/SHOP/WPS/42M/12 | Beam P 18 mm 23-24 FCAW
Top & Bottom Splice at End Bottom

SRMBS/PILCON-448/SHOP/WPS/42M/13 | Cross Beam 22 mm 25-26 FCAW

SRMBS}F’ILCON-448;’SHOP!WPS{42Mf14 Splice at Top Tie Beam 16 mm 27-28 FCAW
Stiffener at End & Intermediate .

SRMBS/PILCON-448/SHOP/WPS/42M/15 | Bottom Cross Beam 8 mm 29-30 FCAW
Stud Welding of End Bottom Arc stud

SRMBS/PILCON-448/SHOP/WPS/42M/16 | = hanm & Int. Bottom cross i 31-32 with

- » beam B 0 N | ferrule
I_SRMBS."'PILCON-448;’SHOP;\J’UPS,"42MH7 Tack wWeld of all COIT’I}JD!’IGHI 5mm 33-34 FCAW
37 \«TA)""\
X 4
Dyc;i;f Aoineer (Br.)
3 ¥ f
S.EC Ra'} 4 'fi"ﬂé’, . §¥
liway, Bﬁﬂspar
M/s PILCO EERING SECR RDSO
Fabricator Contractor Railway Authority Inspection Agency




‘27982__52/2024/0/0 ED/BnS/RDSO

1455/1489

Name and address of Fabricator M/s. Struc-Rite Metal Building Systéms, Borai, Nagpura-491001.
Welding Procedure specification No. SRMBS}PILCON-448,-’SHOP}WPSI42-M}O1
01. | RDSO Drawing No. RDSO/B/10437/1
02. | Welding Joint Description. Fillet 10 mm - Bottom Long Beam, Hanger & Arch
03. | Base Metal. 22mmx22mm, 25mmx28mm, 25mmx25mm, I5: 2062 - 2011, Gr. : E350 BO
04. | Welding Process S.AW.
05. | Welding Position. iF
06. | Welding Consumable.
Electrode/Wire
Class W2 of IRS: M-39-2020.
6.1 Dia 4 mm
Type Copper Coated Mild Steel Wire.
Drying Method N.A,
Flux
Class F2 OF IRS M 39 - 2020
62 Type Agglomerated.
Drying Method Recommended as per manufacturer.
6.3 | Shielding Gas NA
Fusion Faces and adjacent surfaces are cleaned and made free fram Cracks,
07. | Base Metal Preparation Motches, and Mill scale, Grease, Paint and Rust etc., which may affect weld
guality.
(Sketch showing arrangements of parts, weld bead details, weld passes & their
Joint design Details sequencs etc.)
(Web with flange)
§ 7 24 5
" * i ¥ - % -
| T 'I\_ . S T_ IT..__ :_ —
! | [l % 3| \ f |; Wy
e e , |
l =1 | w | ||T = T
-1 = - |
| | |
1 \ l | 10.
_ - . |
! iy ) . L |.l" “ ‘l.'
Fi R Rk
7.2 | Joint preparation | : | AsPerls: 4353 - 1995, 1S: 7215 & Welded Bridge Code. -
Welding Current BE
08. -~ IY.!?F—‘_‘ : | DC = ESEEE S
Polarity | : | Reverse - =
09. | Welder qualification .| As per IS: 7310/7307 (PartI) = 2019 Resiiieleses
10. | Welding Parameters and technique : b | . ——

| 10.1 | Welding Parameters

Fabricator Contractor

Hodfo mﬁ@mg vg e

AssH. Reseafoh Officer/M&C

Sa ’ﬁ?m‘?;woﬂ Railvays
. 2 [EEELTCH R DS 0., Lucknow
Dy.Chief Efgineer (Br.]
aRr g 42 e, RampR
$.E.C Railway, Bilaspur

RDSO
Inspection Agency

SECR
Railway Authority
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Weld E'?Ctmc.ies Current Arc Voltage Wire Feed Travel Speed | Electrical Stick Gas Flow
Sequence No. wieds (Amps) opecd (m/min) out (mm) (I/min.)
(mm) (m/min) !
| 1 4 490 - 550 20-2.5 0.30 - 0.50 15-20 N.A.
10.2 1 Welding Sequence and technique N.A.
10mm
11. | Provision of run-on [ run-off tabs Yes
1. Cleaning of weld bead before laying next weld NA.
bead
13, Root preparation before welding other side of NA.

groove weld

14. | Preheating and inter pass temperature

Preheat Temp.-Min.150°C & Interpass Temp.-250°C Max.

15. | Peening

N.A.

16. | Post Weld treatment

N.A.

17. Rectification of weld defect

By re-welding after complete removal of defective weld & rectify the
weld as per C1.32.2 of IS 9595-96, using Flux Cored Wire (Class I of
1RS M 46) after conducting DP Test.

18. | Inspection of Weld

Visual, D.P., MPT & Macro etching Test.

19. | Any other relevant Detalls

Fabricator

Hodfo 3IfE Td TTo
Assit, Raseafeh Officer/M&C
¥ T/ Ministry of Railways

@w ‘odloqToTe, FETE /R.0.5 0., Lucknow
.,\l
¥ )
1‘

y, Bilasny
SECR 2opuF RDSO
Railway Authority Inspection Agency
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. WELDING PROCEDURE SPECIFICATION SHEET FOR 42.0M CLEAR SPAN BOW STRING GIRDER

Name and address of Fabricator

M/s. Struc-Rite Metal Building Systems, Borai, Nagpura-491001,

Welding Procedure specification No.

SRMBS/PILCON-448/SHOP/WPS/42M/02

01. | RDSO Drawing No.

RDSO/B/10437/1

02. | Welding Joint Description.

Fillet 14 mm - End Bottom Cross beam

03. | Base Metal.

22mmx32mm IS: 2062 — 2011, Gr. : E350 BO

04. | Welding Process

S.AW.

05. | Welding Position.

1F

06. | Welding Consumable.

Drying Method

Electrode/Wire
Class W2 of IRS: M-39-2020.
6.1 Dia 4 mm
Type Copper Coated Mild Steel Wire.
Drying Method NLA.
Flux
Class F2 OF IRS:M-39 — 2001
it Type Agglomerated.

Recommended as per manufacturer,

6.3 | Shielding Gas

NA

07. | Base Metal Preparation

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

Joint design Details

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

(Web with flange)

460
=t 1
. i g
[ \ 14,
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B e L — ‘.“'."‘ 4}1!:} r'_‘),l:;] iz ] ey
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b Lt SR
|0 ox|=
< | <
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w = Ll 5|
O S—

7.2 | Joint preparation _ )

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

Welding Current

08. ~ Type

DC

i Polarity

09, Welde?quaiific_a@n

10. | Welding Parameters and technique

As per 15: 7310/7307 (Part-1) - 2019

_ 10.1 | Welding F-‘aram_eters

Revetse

Fabricator

ﬁ?}é&\m ol

I nistry of Railways
m :.3) - - ) lﬂaﬂﬂm;’?&; g Luc);mou
Dy.Chief Epfjineer (Br)
aftr g wi v, e
$.E.C Railway, Bilaspur
SECR RDSO

Railway Authority Inspection Agency
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: il
’7 Weld Eﬁiterz?;s Current Arc Valtage nge';%e‘j Travel Speed | Electrical Stick Gas Flow
Sequence No. (mm) 3 (Amps) (Volt) (m/min) (m/min) out (mm) (I/min.)
1 4 490 — 550 ' 28-32 20-25 0.30-0.50 15-20 N.A.
il 2 4 490 - 550 28 -32 20-25 0.30 - 0.50 15 =20 N.A.
10.2 | Welding Sequence and technique N.A.
14mm
Tll. Provision of run-on / run-off tabs Yes

Cleaning of weld bead before laying next weld

12. Y— Yes, By brush cleaning and grinding.
Root preparation before welding other side of
13 N.A.
groove weld
14. | Preheating and inter pass temperature Preheat Temp.-Min.150°C & Interpass Temp.-250°C Max.
15. | Peening N.A.
16. | Post Weld treatment MN.A.
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect weld as per C1.32.2 of 1S 9595-96, using Fluy Cored Wire (Class I of
IRS M 46) after conducting DP Test,
18. | Inspection of Weld Visual, D.P., MPT & Macro etching Test.

Any other relevant Details

Fabricator

M/s PILCON
Contracto

Hodfa alﬁr@éng TE ¥

Asstt. Research Officer/M&C
) e AT /Ministry of Railways
odeTlodo, TETE /R.0.5 O.. Lucknow

Mo

I Ry ()
q%f;hsef nginger (Br.)

s E - Raqﬁ ] ]
-&% Rallway, Bilagpur
SECR RDSO
Railway Authority Inspection Agency
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Name and address of Fabricator M/s. Struc-Rite Metal Building Systems, Borai, Nagpura-491001.
Welding Procedure specification No. SRMBS/ PILCON-448/SHOP/WPS/42M/03
01. | RDSQ Drawing No. RDSO/B/10437/1
02. | Welding Joint Description. Fillet 8 mm — Top Tie Beam & Top Diagonal Tie Beam
03. | Base Metal. 20mmx20mm 1S: 2062 — 2011, Gr. : E350 BO
04. | Welding Process S.AW.
05. | Welding Position. 1F
06. | Welding Consumable.
Electrode/Wire
Class W2 of IRS: M-39-2020.
6.1 Dia 4 mm
Type Copper Coated Mild Steel Wire.
Drying Method N.A.
Flux
Class F2 OF IRS:M-39 — 2001
B2 Type Agglomerated.
Drying Methad Recommended as per manufacturer.
6.2 | Shielding Gas NA
07 Bace Metal Pre o Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,
: S s Maotches, Mill scale, Grease, Paint and Rust etc., which may affect weld quality.
Joint design Details
_:_.\:... .4 2 'L.
- _Fi_ } .l’
(Sketch showing arrangements of parts, = | 3
weld bead details, weld passes & their LL i = f
7.1 sequence etc.) il i IT =
L § = -;e*_;::fl
(Web with flange) |
} 2 =S
M) b; Al !
7.2 | Joint preparation A< Per 1S: 4353 — 1995, 1S: 7215 & Welded Bridge Code.
Welding Current
08. Type DC
Polarity —
09. | Welder qualification As per 1S: 7310/7307 (Part-1) — 2019
10, | Welding Parameters and technique
10.1 | Welding Parameters i :

Fabricator

Contractor

Foalo mﬁm'q Ty ¥
Assil. Reseafch Officer/M&C

] ’h AT / Ministry of Railways
adeHloHo, TETE,/R.0.5 0., Lucknow

\egﬁ"\
¢,
Dy.Chief Exgiiicer (Br)
¥, fi
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SEC Railyay, Bilaspur
Railway Authority

RDSO
Inspection Agency
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. Weld E\ﬁfgz?:s Current Arc Voltage Wgeel;r;ed Travel Speed | Electrical Stick Gas Flow
Sequence No. (i) ; (Amps) (Volt) (mr:’min) (rmy/min) out (mm) (I/min.)
1 4 490 - 550 28-32 2.0-25 0.30 - 0.50 15 - 20 N.A.
10.2 | Welding Sequence and technique ¢ | NLA
—
11. | Provision of run-on / run-off tabs © | Yes

Cleaning of weld bead before laying next weld

12. Rt N.A.
Root preparation before welding other side of
13. N.A.
groove weld
14. | Preheating and inter pass temperature - | Preheat Temp.-Min,150°C & Interpass Temp.-250°C Max.
15. | Peening © | NLA.
16. | Post Weld treatment ¢ | NA

By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect . | weld as per €1.32.2 of IS 9595-96, using Flux Cored Wire (Class T of
IRS M 46) after conducting DP Test.

18. Inspection of Weld .| Visual, D.P., MPT & Macro etching Test

19. | Any other relevant Details

Hodo e T e
Asstt, Research Officer/IA&C
Ed HATETA,/ Ministry of Railvays

ledioWiote, TEd /R.D.S 0., Lucknow

qz“z\“'\m
5 S (ger)
Dy.Chief Effgineer (Br,)
aféror o ) $e, e

SELC Railway, Bilaspur

SECR RDSO
Fabricator Contractor Railway Authority Inspection Agency
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WELDING PROCEDURE SPECIFICATION SHEET FOR 42.0M CLEAR SPAN BOW STRING GIRDER
Name and address of Fabricator : M/s. Struc-Rite Metal Building Systems, Borai, Nagpura-491001.
Welding Procedure specification No. . | SRMBS/PILCON-448/SHOP/WPS/42M/04
01. | RDSO Drawing No. ¢ | RDSO/B/10437/1
02. | Welding Joint Description. - | Fillet 12 mm — Bottom Cross Beam (Intermediate)
03. | Base Metal. : 16mmx20/28mm IS; 2062 — 2011, Gr.: E350 BO
04. | Welding Process ! S.AW.
05. | Welding Position. . | Flat
06. | Welding Consumable.
Electrode/Wire
Class | : | W2 of IRS: M-39-2020.
6.1 Dia ! 4 mm
Type | : | Copper Coated Mild Steel Wire.
Drying Method | : | N.A.
Flux
Class | : | F2 OF IRS:M-39-2001
%4 Type | : | Agglomerated.
Drying Method | @ Recommended as per manufacturer.
6.3 | Shielding Gas : | NA
Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,
07. | Base Metal Preparation - | Notches, Mill scale, Grease, Paint and Rust etc., which may affect weld
-~ quality.

Joint design Details

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

Intermediate Bottom cross beam

ANTERMEDIATE BOTTOM CROSS SEAN)
. 7.2 | Joint preparation .| As Par1S; 4353 — 1995, IS: 7215 & \Welded Bridge Code.
. Welding Current _
08. Type | ;| bC ]
i Polarity | . | Reverse
09, | Welder gualification - ¢ | As per IS:-?310;'7307 (Part-1) — 2019 )

10. | Weldihg Parameters and technigue

10.1 | Welding Parameters { 1

Hoafo mﬁﬁm@ 7T Tl
v @V\\ Asstl. Reseafch Offlcer/M&C

1 <A AT,/ Ministry of Railvays

y o7 fosoRie¥n, FETHE/R.0.5 0., Lucknow

Dy.Chief Ehgineer (Br,
asﬁ?cgmm’ '
.E.C Railw
. gg,RBilaspur

Rty RDSO
Fabricator Conftractor Railway Authority Inspection Agency




Fabricator Contractor

B\

2798252/2024/0/0 ED/BnS/RDSO 1462/1489
Page 08
{ Weld E::crg(é?:s Current Arc Voltage Wgseig?d Travel Speed | Electrical Stick Gas Flow
Sequence No. (mm) (Amps) (Volt) (m/min) (m/min) out (mm) (I/min.)
4 490 - 550 28-32 2.0-25 0.30-0.50 15-20 N.A.
2 4 490 — 550 28 - 32 20-25 0.30 - 0.50 15— 20 N.A.
10.2 | Welding Sequence and technique N.A. j
L
—
11. | Provision of run-on / run-off tabs Yes
Cleaning of weld bead befare laying next weld
12, b N.A.
ead
Root preparation before welding other side of
13 MNLA,
groove weld
14. Preheating and inter pass temperature Preheat Temp.-Min.150¢C & Interpass Temp.-250°C Max.
E& Peening NLA.
16, Post Weld treatment N.A.
By re-welding after complete removal of defective weld & rectify the
17, | Rectification of weld defect weld as per C1.32.2 of IS 9595-96, using Flux Cored Wire (Class I of
IRS M 46) after conducting DP Test.
Inspection of Weld Visual, D.P., MPT & Macro etching Test.
Any other relevant Details J l

Tadto mﬁrﬂm v ¥

Assit, Research Officer/M&C

qg w Y& FATH,/ Ministry of Railways
9 s pows i ladeHloRo, e ,/R.0.5 0. Lucknow
Dy.Chief Epfiifieer (Br)
i
-E.C Railway, Bilaspur
SECR RDSO
Railway Authority Inspection Agency
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¥ _ WELDING PROCEDURE SPECIFIC ATION SHEET FOR 42.0M CLEAR SPAN BOW STRING GIRDER
Name and address of Fabricator * | M/s. Struc-Rite Metal Building Systems, Borai, Nagpura-491001.
Welding Procedure specification No. : SRMBS}PILCGN—448!SHOP}WPSf42Mﬁ05
01, | RDSO Drawing No. . | RDSO/B/10437/485 & RDSO)‘B,‘104375,(9
02. | Welding Joint Description. - | Fillet 10 mm — DP1 at Bottom Long Beam & Hanger
03. | Base Metal. | 1eMX22/22MM, 16mmx25/28mm, ISY 2062 — 2011, Gr. : E350 BO
04. | Welding Process . | F.C.A.W. (Flux core Arc Welding)
05. | Welding Position. : | Horizontal /Vertical
06. | Welding Consumable.
Electrode/Wire

Class | @ | Class 1 of IRS M 46-2013 (AWS A5.20-10/ E71T-12).
6.1 Dia | : | 1.2 mm

Type | ¢ | Flux Cored Filler Wire.

Drying Method | ¢ | N.A.

Flux
Class | : | N.A
82 Type | ¢ | NA
Drying Methad | : | N.A.
6.3 | Shielding Gas ¢ | CO2

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

07 | B Metal PraparEaen Notches, Mill scale, Grease, Paint and Rust etc., which may affect weld quality.

Joint design Details

~ i \
(Sketch showing arrangements of parts, b § i
weld bead details, weld passes & their 3 i
7.1 | sequence etc.) “’
Diaphragm Plate with Bottom long beam - i 1 :__
& Hanger T ' | -4
(16MX22/22MM, 16mmx25/28mm) i s
HANGER BOTION LONG BEAN
7.2 | Joint preparation | As Per 1S: 10178 — 1995, 1S: 7215 & Welded Bridge Cade.
Welding Current
08. | Type | . | pC
Polarity Reverse
09. | Welder qualification ¢ | As per IS: 7310/7307 (Part-1) — 2019

10. | Welding Parameters and technique

|_10.1. Welding Parameters }
Todfo aﬁrﬁﬂm 7 e

Assl! Reseafch Officer/M&.C
- ‘I'MFW/ Ministry of Railways
‘a3omToFe, TETE /R.0.5 G, Lueknow
g9q

Dy.Chief Engmee. (Bx }
wRvr g = Y, R

SEG Rai‘“ﬂcwfaspur RDSO
Railway Authority Inspection Agency

Fabricator
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E!e_ctroc}es Current Arc Voltage Wire Feed Travel Speed | Electrical Stick Gas Flow
Weld Pass No. wire dia. (Amps) (Volt) Speed (mfmin) out (mm) (1/min.)
(mm) P (m/min) - :
1.2 200 - 240 24 - 26 4-6 N.A. 13-18 i3-16
1.2 200 — 240 24 - 26 4-6 NLA. 13-18 13-16
1.2 200 - 240 24 - 26 4-6 N.A. 13-18 13-16
10.2 | Welding Seqﬁence and technique N.A.
10mm
11. | Provision of run-on / run-off tabs N.A.
12, Ega;;mg of weld bead before laying next weld By brush cleaning and grinding
Root preparation before welding other side of
13. N.A.
groove weld
14. | Preheating and inter pass temperature Preheat Temp.-Min.150°C & Interpass Temp.-250°C Max,
15. | Peening N.A.
16. | Post Weld treatment N.A.
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect weld as per C1.32.2 of IS 9595-96, using Flux Cored Wire (Class I of
] IRS M 46) after conducting DP Test.
18. | Inspection of Weld Visual & D.P.
\_19. Any other relevant Details Diaphragm Plate(DP1)Welding

Fabricator

Contractor

oE g

M

Dy.Chie ng-ineer (Br)
b g el Yo, PR

S.EL Railwa

y, Bilaspur
SECR

Railway Authority

Hodfo mﬁwg TF ¥4l

Assll. Reseafch Officer/M&C
. Y@ FAEI/ Ministry of Railways
aHeHoRe, TETs /R.0.5 0. Lucknow

RDSO

Inspection Agency
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WELDING PROCEDURE SPECIFICATION SHEET FOR 42.0M CLEAR SPAN BOW STRING GIRDER

| 1465/1489

Name and address of Fabricator M/s. Struc-Rite Metal Building Systems, Borai, Nagpura-491001.
Welding Procedure specification No. SRMBS/ PILCON-448/SHOP/WPS/42M/06 '
01. | RDSO Drawing No. RDSO/B/10437/4&5, RDSO/B/10437/2
02. | Welding Joint Description. Fillet 10 mm — DP2/DP at Bottom Long Beam & Arch
03, | Base Metal. 20mmx22/22mm & 20mmx25/25mm, 1S: 2062 — 2011, Gr. : E350 BO
04. | Welding Process F.C.A.W. (Flux core Arc Welding)
05. | Welding Position. Harizontal /Vertical
06. | Welding Consumable.
Electrode/Wire
Class Class I of IRS M 46-2013 (AWS A5.20-10/ E71T-12).
6.1 Dia 1.2 mm
Type Flux Cored Filler Wire.
Drying Method N.A.
Flux
Class N.A.
52 Type N.A.
Drying Method N.A.
6.3 | Shielding Gas COn
07. | Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from Cracks, Notches,
; i Mill scale, Grease, Paint and Rust etc., which may affect weld guality.
Joint design Details
(Sketch showing arrangements of . }
parts, weld bead details, weld g 4 A
7.1 | passes & their sequence etc.) 4 i
DP2/DP at Bottom Long Beam & " .
Arch (20mmx22/22mm & ; ARCH
20mmx25/25mm) ; H *
BOTTON LONG BEAM
7.2 | Joint preparation As Per 1S: 10178 — 1995, 1S: 7215 & Welded Bridge Code.
’7 Welding Current
08. Type DC
Polarity Reverse
‘1]9. Welder qualification As per IS: 7310/7307 (Part-1) — 2018
Welding Parameters and
10, S
technique o= .
l 10.1 | Welding Parameters a8 - B J

Fabricator

Contractor

Hodle m@a@ o9 T

Assll. Research Officer/M&C
Vel HATE,/ Ministry of Railways
[2HeHIoFo, FETa /R.0.5 0., Lucknow

Al
ol B
Dy.Chief Egfjineer (Br.)
et o wed Yo, RamR
$.E.C Railwgy Rilaspur
Railway Authority

RDSO
Inspection Agency
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. EIE{Ctmqes Current Arc Voltage Wire Feed Travel Speed | Electrical Stick Gas Flow
Weld Pass No. wire dia. (Amps) (Volt) Speed (m/mi ¢ mi
(mm) p (m/min) min) out (mm) {(I/min.)
1.2 200 — 240 24 - 26 4-6 N.A. 13-18 13- 16
12 200 - 240 24—26 4-6 N.A. 13-18 13-16
12 200 - 240 24 - 26 4-6 N.A. 13- 18 13- 16
10.2 | Welding Sequence and technique NLA.
10mm
x /
BavN
11. | Provision of run-on | run-off tabs N.A.
12, E::;dmng of weld bead before laying next weld By brush cleaning and grinding
13 Root preparation before welding other side of NA
| groove weld i
14. | Preheating and inter pass temperature Preheat Temp.-Min.150%C & Interpass Temp.-250°C Max.
15. | Peening N.A.
16. | Post Weld treatment MNLA.
By re-welding after complete remaval of defective weld & rectify the
17. | Rectification of weld defect weld as per C1.32.2 of IS 9595-96, using Flux Cored Wire (Class I of
IRS M 46) after conducting DP Test.
18. | Inspection of Weld Visual & D.P.
19, | Any other relevant Details

Fabricator

M/s PILCON ENGINEERING
Contractor

osfo arfaﬁm v v

Assit. Reseafch Officer/M&C
_eﬂ A1 / Minisiry of Railways
InsinHoHe, J@TE /R.D.S Q. Lucknow

e g = Ve, R
SEC Raﬂwa}sﬁﬁspur
Railway Authority

RDSO
Inspection Agency
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Name and address of Fabricator

WELDING PROCEDURE SPECIFICATION SHEET FOR

‘ 1467/1489

Page 13

OM CLEAR SPAN BOW STRING GIRDE
M/s. Struc-Rite Metal Building Systems, Borai, Nagpura-491001.

Welding Procedure specification No.

SRMBS/PILCON-448/SHOP/WPS/42M/07 '

01. | RDSO Drawing No.

RDSO/B/10437/3

02. | Welding Joint Description.

Fillet 8 mm — DP at Top Tie Beam & Top Diagonal Tie Beam

03. | Base Metal.

10mmx20/20mm IS: 2062 — 2011, Gr. :/E350 BO

04, | Welding Process

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

05. | Welding Position.

Horizontal [Vertical

06. | Welding Consumable.

Electrode/Wire
Class Class I of IRS M 46-2013 (AWS A5.20-10/ E71T-12).
6.1 Dia 1.2 mm
Type Flux Cored Filler Wire,
Drying Method N.A.
Flux
Class N.A.
B2 Type N.A.
Drying Method N.A,
6.3 | Shielding Gas CO2

07. | Base Metal Preparation

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

Joint design Details

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

DP at Top Tie Beam & Top Diagonal
Tie Beam (10 MMX20/20MM )

------

{ 20

360

TOP DIAGONAL TIE BEAM TOP TiE BEAM

7.2 | Joint preparation

As Per IS: 10178 — 1995, 1S: 7215 & Welded Bridge Code.

Welding Current

08. Type |

pe

Polarityﬁ

Reverse

09. | Welder qualification

10. | Welding Parameters and technique

As per IS: 7310/7307 (Part-I) — 2019

10.1 | Welding Parameters

oo aﬂ%ﬁmg vg w0
Asstl, Researeh Officer/M&C

¥ WA/ Minislry of Railvays
lodoRfeHo, od@Th,/R.D.5 0., Lucknow

. E%%gﬂf“\

g 72 |
\\ Dy.Chief Exgineer (Br.)
\ /= ﬁm‘“{&l’{ai W:Eif?ﬂmﬂq
N W .E.C Railway, Bilaspur
- M/s PIL%&@ EERING SE%R P RDSO
Fabricator Contractor Railway Authority Inspection Agency
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Elgctroc_]es Current Arc Voltage Wire Feed Travel Speed | Electrical Stick Gas Flow
Weld Pass No. wire dia. (Amps) (Volt) Speed (mjmin) out (mni) (1/min.)
(mm) B (m/min) e

1 1.2 200 — 240 24 - 26 4-6 N.A. 13-18 13- 16

2 1.2 200 — 240 24-26 4-6 N.A. 13-18 13-16
10.2 | Welding Sequence and technique NLA.

amm
W
\
11, | Provision of run-on / run-off tabs N.A.
12. g:;aaadnmg of weld bead before laying next weld By brush cleaning and grinding
Root preparation before welding other side of
13, N.A.
groove weld
14. | Preheating and inter pass temperature Preheat Temp.-Min.150°C & Interpass Temp.-250°C Max.
15. | Peening N.A.
16. | Post Weld treatment NLA.
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect weld as per C1.32.2 of IS 9595-96, using Flux Cored Wire (Class I of
IRS M 46) after conducting DP Test,

18. | Inspection of Weld Visual & D.P.
19. | Any other relevant Details

Fabricator

Contractor

Dy.Chief Bfiginesr (Br)

)

wfr g 7t Yo, faerm
$.£.C Rallyay, Bilaspur
Railway Authority

A
i

oo FeR

g e

Assit, Research Officer/MEC
icl HAHT / Ministry of Railways
Idiefiioie, TETE /R.D.5 C.. Lucknow

RDSO

Inspection Agency
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ELDING PROCEDURE SPECIFICATION SHEET FOR 42.0M CLEAR SPAN BOW STRING GIRDER

Name and address of Fabricator M/s. Struc-Rite Metal Building Systems, Bérai, Nagpura-491001.

Welding Procedure specification No. . | SRMBS/PILCON-448/SHOP/WPS/42M/08 '

01. | RDSQ Drawing No. : | RDSO/B/10437/485, RDSO/B/10437/2 |

02. | Welding Joint Description. . | Fillet 10 mm - Inside Welding at Bottom Long Beam & Arch
03. | Base Metal. . | 22mmx22mm, 25mmx25mm, IS: 2062 — 2011, Gr. : E350 BO
04. | Welding Process : | F.C.AW. (Flux core Arc Welding)

05. | Welding Position. : | Horizontal /Vertical

06. | Welding Consumable.

Electrode/Wire

Class | : | Class I of IRS M 46-2013 (AWS A5.20-10/ E71T-12).
6.1 Dia | ¢ | 1.2 mm

Type | @ | Flux Cored Filler Wire,
Drying Method | : | N.A.

Flux
Class | : | N.A.

6.2

Type | | N.A

Drying Method | : | N.A,
6.3 | Shielding Gas ;| CO2

Fusion Faces and adjacent surfaces are cleaned and made free from Cracks, Notches,
Mill scale, Grease, Paint and Rust etc., which may affect weld quality.
(Sketch showing arrangements of parts, weld bead details, weld passes & their

07. | Base Metal Preparation

Joint design Details : | sequence etc.)
= sl ._:r' . o . 4 decu?
IS 4 A
N B A y
7.1 i i i i %
=0 B N 7 - a
| 2 ¥ H i !
i [ i i |
| s} u | I N
N ~'
N : i o
7.2 | Joint preparation - | As Per1S: 10178 — 1995, IS: 7215 & Welded Bridge Code.
Welding Current B B
08. Type | : | DC
Polarity | ; | Reverse
09. | welder gualification : | As per 1S: 7310/7307 (Part-I) — 2019
10. | welding Parameters and technigue e s
10.1 | Welding Parameters - -

Hodfo awﬁrﬁa;g Td vdle
ﬁ\m il
f i_ i To3eTloTo, T@TE /R.0.5 0, Lucknow
Dy.Chief ;g?;zaer { Er.j‘
R g wel) e, Ry
S.E.C Railyay Bilaspur RDSO

Fabricator Contractor Railway Authority Inspection Agency
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EI'%Ctm(.jes Current Arc Voltage Wire Feed Travel Speed | Electrical Stick Gas Flow
Weld Pass No. wire dia. (Amps) (Volt) Speed (mjmin) out: (mm) Wmi
(mm) P (m/min) | | min.)
¥ 12 200 - 240 24— 26 4-6 N.A. 13-18 13-16
2 1.2 200 — 240 2426 4-6 N.A. 13-18 13-16
3 1.2 200 — 240 24 - 26 4-6 N.A. 13-18 13-16
10.2 | Welding Sequence and technique ;| NA,
10mm
-x /
Th
rli. Provision of run-on / run-off tabs 1| NLA.
2. ggeaaélmg of weld bead before laying next weld By brush cleaning and grinding
13 Root preparation before welding other side of NLA
* | groove weld o
14, | Preheating and inter pass temperature Preheat Temp.-Min,150°C & Interpass Temp.-250°C Max.
15. | Peening o NLA
16. | Post Weld treatment 1| NLA.
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect weld as per C1.32.2 of IS 9585-96, using Flux Cored Wire (Class T of
IRS M 46) after conducting DP Test.
18. | Inspection of Weld Visual & D.P.
19. | Any other relevant Details

Tadfo UF ¥ho

Assit, Research Officer/M&C

& FAT/ Ministry of Railways
[odHoRieT e, H8@ S/ R.0.5 0., Lucknow

2 Yo,
SEC Ran!wg&&iasnur
Railway Authority

RDSO
Inspection Agency

Fabricator Contractor
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Name and address of Fabricator

M/s. Struc-Rite Metal Building Systems, Borai, Nagpura-491001.

Welding Procedure specification No.

SRMBS/PILCON-448/SHOP/WPS/42M/09

01. | RDSO Drawing No.

RDSO/B/10437/6

02. | Welding Joint Pescription.

Fillet 14 mm — Web Splice at Intermediate Bottom Cross Beam

03. | Base Metal.

16mmx16mm, 1S: 2062 — 2011, Gr. : E350 BO

04. | Welding Process

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

05. | Welding Position.

Horizontal /Vertical

06. | Welding Consumable.

Electrode/Wire
Class Class I of IRS M 46-2013 (AWS A5.20-10/ E71T-12).
6.1 Dia 1.2 mm
Type Flux Cored Filler Wire,
Drying Method N.A,
Flux
Class N.A.
6.2 Type NLA.
Drying Method MNLA.
6.3 | Shielding Gas CO2

07. | Base Metal Prepatration

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

Joint design Details

(Sketch showing arrangements of
parts, weld bead details, weld

7.1 passes & their sequence etc.)

Web Splice at Intermediate Bottom
Cross Beam (16MM X 16MM )

7.2 | Joint preparation

As Per 1S: 10178 — 1995, 1S: 7215 & Welded Bridge Code.

Welding Current

08. Type

DC

Polarity

Reverse

09. | Welder gualification

As per 1S: 7310/7307 (Part-1) — 2019

10. | Welding Parameters and technique

10.1 J‘_Neldlng Parameters

Fabricator Contractor

Hodo m@m’g g e

Asstl. Reseafch Officer/MaC
) w AT/ Ministry of Railviays
) aSeATaHo, TETE,/R.0.5 0., Lusknaw

ef Engineer (Br.)
asﬁmq;w%ﬁa,ﬁmwgw

.E.C Railway, Bitean
ai %%Eﬁasmr RDSO

Railway Authority Inspection Agency
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Fabricator

Contractor

M/s PILCON ENGINEERING

Hodlo FTfER

Page 18
Elgctro.deS Current Arc Voltage wireFecd Travel Speed | Electrical Stick Gas Flow
Weld Pass No. wire dia. (Amps) (Volt) Speed (afrnin) out Cenm) (t/min.)
(mm) BB (m/min) ' o ¢
1 1.2 200 - 240 24-26 4-6 N.A. 13-18 13- 16
% = 1.2 200 - 240 24 =26 4-6 N.A. 13-18 13- 16
3 1.2 200 - 240 24 -26 4-6 N.A. 13-18 "13-16
4 2 200 — 240 24-26 4-6 MN.A. 13-18 13- 16
10.2 | Welding Sequence and technique N.A.
14mm
11. | Provision of run-on / run-off tabs N.A.
12, g:;adning of weld bead before laying next weld By brush dleariing and giinding
Root preparation before welding other side of
13y N.A.
groove weld
14. | Preheating and inter pass temperature Preheat Temp.-Min,150°C & Interpass Temp.-250°C Max.
15. | Peening N.A.
16. | Post Weld treatment N.A.
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect weld as per C1.32.2 of IS 9595-96, using Flux Cored Wire (Class I of
IRS M 46) after conducting DP Test.
18. | Inspection of Weld Visual & D.P. -
19. | Any other relevant Details - N

g e

Asstt, Raseareh OfflcarM&C
W HHTHY/ Ministry of Railways

g
Dy.Chief 1gfneer
oféror o e e,
S.EC Raillway, Bilaspur

SECR
Railway Authority

LT )

(Br)

RDSO
Inspection Agency

loFoRToto, HEFH,/R.0.5 0., Lucknow
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_ WELDING PROCEDURE SPECIFICATION SHEET FOR 42.0M CLEAR SPAN BOW STRING GIRDER
Name and address of Fabricator : M/s. Struc-Rite Metal Building Systems, Borai, Nagpura-491001.
Welding Procedure specification No. : SRMBS,JPILGON-448/SHOP}WPS{42M119
01. | RDSO Drawing Nao. . | RDSQO/B/10437/6
02. | Welding Joint Description. - | Fillet 22 mm — Top & Bottom Quter Splice at Intermediate Bottom Cross Beam
03. | Base Metal, .| 25/32mmx20/28mm IS: 2062 — 2011, Gr. : E350 BO
04. | Welding Process . | F.C.A.W. (Flux core Arc Welding)
05. | Welding Position. : | Horizontal /Vertical
06. | Welding Consumable.
Electrode/Wire
Class | @ | Class I of IRS M 46-2013 (AWS A5.20-10/ E71T-12).
6.1 Dia| : | 1.2 mm
Type | : | Flux Cored Filler Wire.
Drying Method | : | N.A.
Flux
Class | : | N.A.
e Type | ¢ | NA.
Drying Method | : | N.A,
6.3 | Shielding Gas 1 | CO:
7. | Base Metal Preparation | Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,
: P * | Notches, Mill scale, Grease, Paint and Rust etc., which may affect weld quality,

Joint design Details

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

=

s

Top & Bottom Outer Splice at
Intermediate Bottom Cross Beam :
(25/32MM X 20/28MM ) T

srmaesapa

7.2 | Joint preparation + | As Per1S: 10178 — 1995, 1S: 7215 & Welcléd Bridge Code.
Welding Current
08. Type | . | pc _
] Polarity Reverse 9

09. | Welder gualification As per 1S: 7310/7307 (Part-I) — 20 19

10. | Welding Parameters and technique

10.1 | Welding Parameters

Hodfo ﬂﬁﬂﬂm e ¥Ha
'A’ 3 \ Asstl, Reseatch OfficeriM&C

3g . g 25 _u_“m T,/ Minisiry of Railways
Dy.Chief Exfglneer (Br.) T TR/ RO8 8, knoy
&ty o4 : e, R
. SEC Razl\rﬁfcﬁi!gs;;{:? RDSO

Fabricator Railway Authority Inspection Agency
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Contractor

S.E.C Railway, ,Bi!aspur
SECR

Railway Authority

RDSO

Page 20
Weld Pass No E\Lﬁrg?:s Current Arc Voltage WlereZEd Travel Speed | Electrical Stick Gas Flow
(tmm) (Amps) (Volt) (m/min) {m/min) out (mm) (Ifmin.)
1 1.2 200 - 240 24-26 4-6 N.A. 1318 13-16
2 1.2 200 - 240 24-26 4-6 N.A. 13-18 13-16
3 1.2 200 - 240 24— 26 4-6 N.A. 13-18 13-16
4 12 200 - 240 24 - 26 4-6 N.A. 13- 18 13- 16
5 12 200 - 240 24 - 26 4-6 N.A. 13-18 13-16
6 1.2 200 — 240 24 -26 4-6 TNA. 13-18 13- 16
10.2 | Welding Sequence and technigue N.A.
11. | Provision of run-on / run-off tabs N.A.
12, (leeaa;jning of weld bead befare laying next weld By brush cleaning and grinding
Roat preparation before welding other side of
13 N.A.
groove weld
14. | Preheating and inter pass temperature Preheat Temp.-Min.150°C & Interpass Temp,-250°C Max.
15. | Peening NLA.
16. | Post Weld treatment N.A.
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect weld as per €1.32.2 of IS 9595-96, using Flux Cored Wire (Class I of
IRS M 46) after conducting DP Test.
18. | Inspection of Weld Visual & D.P. -
19. | Any other relevant Details
Hoafo fex g e
Asstt, Research Officer/I&C
} T AT,/ Ministry of Railways
A7 TeafoTatfo, FFTE /R.D.S 0., Lucknow
T % S
Dy.Chief B4
aft

Inspection Agency
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WELDING PROCEDURE SPECIFICATION SHEET FOR 42.0M CLEAR SPAN BOW STRING GIRDER

Name and address of Fabricator M/s. Struc-Rite Metal Building Systems, Borai, Nagpura-491001.
Welding Procedure specification No. SRMBS/PILCON-448/SHOP/WPS/42M/11
01. | RDSO Drawing No. RDSO/B/10437/6
02. | Welding Joint Description. Fillet 14 mm — Bottom Inside Splice at Intermediate Bottom Cross Beam
03. | Base Metal. 20mmx28mm IS: 2062 — 2011, Gr. : E350 BO
04. | Welding Process F.C.A.W. (Flux core Arc Welding)
05. | Welding Position. Horizontal /Vertical
06, | Welding Consumable.
Electrode/Wire
Class Class I of IRS M 46-2013 (AWS AS5.20-10/ E71T-12).
6.1 Dia 1.2 mm
Type Flux Cored Filler Wire.
Drying Method N.A.
Flux
Class N.A.
o: Type N.A.
Drying Method NLA.
6.3 | Shielding Gas COz
07. | Base Metal P _— Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,
: PR Notches, Mill scale, Grease, Paint and Rust etc., which may affect weld quality.
Joint design Details
(Sketch showing arrangements of I i y
parts, weld bead details, weld i
7.1 | passes & their sequence etc.) i i St ot
Bottom Inside Splice at Jag "'f )
Intermediate Bottom Cross Beam e
(20MM X 28MM ) '
7.2 | Joint preparation As Per 1S: 10178 — 1995, IS: 7215 & Welded Bridge Code.
Welding Current
08. Type De
Polarity Reverse
09, | Welder qualification As per I1S: 7310/7307 (Part-1) — 2019
10. | Welding Parameters and technigue
10.1 | Welding Parameters

Todfo a]ﬁﬁarq F e

Assit, Raseafoh Officer/M&C
& FHA/ Ministry of Railways
‘od0 Ao, TETE S R.D.8 0., Lucknow

RDSO
Inspection Agency

S.EQC Ra[lsag;&:!aﬂpur
Railway Authority
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ElE‘:Ctm{.jes Current Arc Voltage Wire Fesd Travel Speed | Electrical Stick Gas Flow
Weld Pass No. wire dia. (Amps) (Volt) Speed (m/min) out {mm) (1/min
(mm) P (m/min) m min.)
1 1.2 200 — 240 24— 26 4-6 N.A. 13-18 13- 16
2 1.2 200 - 240 24 - 26 4-6 NLA, 13-18 13-16
3 1.2 200 — 240 24 - 26 4-6 N.A. 13-18 13-16
4 1.2 200 - 240 24-26 4-6 N.A. 13- 18 13-16
10.2 | Welding Sequence and technique : | N.A
14mm
L
11. | Provision of run-on / run-off tabs : | N.A.
12, ELeaadmng of weld bead before laying next weld By brush cleaning and grinding
Root preparation before welding other side of
13. N.A,
groove weld
14. | Preheating and inter pass temperature Preheat Temp.-Min.150%C & Interpass Temp.-250°C Max.
15. | Peening ¢ NLA.
16, | Post Weld treatment o] NA
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect weld as per C1.32.2 of IS 9595-96, using Flux Cored Wire (Class I of
IRS M 46) after conducting DP Test.
18. | Inspection of Weld Visual & D.P.
19. | Any other relevant Details
) ToaTo mﬁm'g‘ TF e
? ?;5?. Raesedroh Officer/M&C
AT, i
G}: 3@- a’gwlvl “o&fomfown, a';':]"{?}s g.ync..sl ?Ja ‘miy;ow
Dy.Chief Ergificar (Br)
o
S.E.C Rallway,
R 2R W
M/s PILCON ENGINEERING W Bilaspur RDSO

Fabricator Contractor

Railway Authority Inspection Agency
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WELDING PROCEDURE SPECIFICATION SHEET FOR 42.0M CLEAR SPAN BOW STRING GIRDER

Name and address of Fabricator ? M/s. Struc-Rite Metal Building Systems, Borai, Nagpura-491001.
Welding Pracedure specification No. . | SRMBS/PILCON-448/SHOP/WPS/42M/12 '

01. | RDSO Drawing No. : | RDSQO/B/10437/6

02. | Welding Joint Description. . | Fillet 18 mm — Web Splice at End Bottom Cross Beam

03. | Base Metal. : | 28mmx22mm, IS: 2062 - 2011, Gr. : E350 BO

04. | Welding Process . | F.C.A.W, (Flux core Arc Welding)

05. | Welding Position. : | Horizontal /Vertical

06. | Welding Consumable.

Electrode/Wire

Class | : | Class I of IRS M 46-2013 (AWS A5.20-10/ E71T-12).
6.1 Dia |:| 1L.2mm

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

Flux
Class | : | N.A.
R Type | + | N.A.
Drying Method | @ | N.A.
6.3 | Shielding Gas o | €O

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

O | Base Mists] Rigparanon Mill scale, Grease, Paint and Rust etc., which may affect weld quality,

Joint design Details

= I— -+
(Sketch showing arrangements of ¥ i
7.1 | parts, weld bead details, weld \ l . |
passes & their sequence etc.) 7 | g<7 i
. P 4
| ,u nl.
Web Splice at End Battom Cross { & i i
Beam (28MM X 22MM ) @ i
7.2 | Joint preparation . | As Per IS: 10178 — 1995, 1S: 7215 & Welded Bridge Code.
Welding Current
08. Tape DC
Rolartty | Reverse
09, | Welder qualification i | As per 1S: 7310/7307 (Part-I) — 2019

10. | Welding Parameters and technique

10.1 | Welding Parameters

q,g%\ i:::: R?wﬁ for:;ar:'!mo
i 3@ ) rﬂﬁ?ﬁ?ﬂ a-{n"é"fg:‘.’é :ﬁilﬁiﬁ ow
Dy.Chief Epfiifioer (Br,)
R g 9 ¥erd, e
S.E.C RailwaGBOR o511y RDSO

Railway Authority Inspection Agency
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Weld Pass No E:;fngss Current Arc Voltage nge';?fd Travel Speed | Electrical Stick Gas Flow
(mm) (Amps) (Volt) (m/min) (m/min) out (mm) (I/min.)
1 1.2 200 — 240 24 -26 4-6 N.A. 13- 18 13-16
2 12 200 — 240 24-26 4-6 N.A. 13- 18 13- 16
3 1.2 200 - 240 24 -26 4-6 N.A. 13-18 13-16
4 12 200 = 240 24 - 26 4-6 NLA. 13-18 13- 16
5 1.2 200 - 240 24 - 26 4-6 N.A. 13-18 13-16
6 1.2 200 — 240 24 - 26 4-6 N.A. 13-18 13- 16
10.2 | Welding Sequence and technique N.A.
18mm
&
4
\2
11. | Pravision of run-on / run-off tabs N.A,
12. (!;‘ieeaacrlwing of weld bead before laying next weld By brush cleaning and grinding
Root preparation before welding other side of
13. N.A.
aroove weld
14. | Preheating and inter pass temperature Preheat Temp.-Min.150°C & Interpass Temp.-250°C Max,
15. | Peening NLA. -
16. | Post Weld treatment M.A.
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect weld as per C1.32.2 of IS 9595-96, using Flux Cored Wire (Class I of
IRS M 46) after conducting DP Test,
45 - — _—
18. | Inspection of Weld Visual & D.P.
19. | Any other relevant Details B _
Hodo er vq e

Fabricator

Contractor

Dy.Chief E

- 1)
ginger (Br.)

? v
S.EEC Ra;l!g@;ﬁ peilaspur
Railway Authority

ol

Asstl. Research Officer/ME&C

RDSO

e WA,/ Minisiry of Railways
fdolfiote, FETH /R.0.5 0., Lucknow

Inspection Agency
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ELDING PROCEDURE SPECIFICATIOE SHEET FOR 42.0M CLEAR SPAN BOW STRING GIRDER

Name and address of Fabricator M/s. Struc-Rite Metal Building Systems, Borai, Nagpura-491001.
Welding Procedure specification No. SRMBS/PILCON-448/SHOP/WPS/42M/12
01. | RDSO Drawing No. RDSO/B/10437/6
02. | Welding Joint Description. Fillet 22 mm — Top & Bottom Splice at End Bottom Cross Beam
03. | Base Metal. 40mmx32mm, IS: 2062 — 2011, Gr. : E350 BO
04. | Welding Process F.C.A.W. (Flux core Arc Welding)
05. | Welding Position. Horizontal /Vertical
06. | Welding Consumable.
Electrode/Wire
Class Class I of IRS M 46-2013 (AWS A5.20-10/ E71T-12).
6.1 Dia 1.2 mm
Type Flux Cored Filler Wire.
Drying Method N.A.
Flux
Class N.A.
b.2 Type N.A.
Drying Method N.A.
6.3 | Shielding Gas CO2
97 insa. MisEA] Preiataton Fusion Faces and adjacent surfaces are cleaned and made free from Cracks, Notches,
* e Mill scale, Grease, Paint and Rust etc., which may affect weld quality.
Joint design Details
(Sketch showing arrangements of o 2
parts, weld bead details, weld e e e m i
il ; B R . il
passes & their sequence efc.) o # A
Top& Bottom Splice at End Bottom e —+— !? ' ’L_
Cross Beam (40MM X 32MM ) =2 T ’ :
7.2 | Joint preparation As Per IS: 10178 — 1995, IS: 7215 & Welded Bridge Code.
Welding Current
08. Type DC
Polarity Reverse
09. | Welder qualrﬁcation As per 1S; 7310/7307 (Part-1) — 2018 B
10. Weidmg Parameters anci Lechmqm 4 B
10.1 | Welding Parameters - B
Fodle 7Y TTe

Fabricator

Contractor

afemy o
SEC Ra'!w‘as’g 8{, spir
Railway Authority

Assit. Raseartch Officer/M&L
) b HATET / Ministry of Railways
adfcilole, TETEH,/R.0.5 O., Lucknow

RDSO
Inspection Agency
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Els.:ctrcu;les Current Arc Voltage Wire Feed Travel Speed | Electrical Stick Gas Flow
Weld Pass No. wire dia. (Amps) (Volt) Speed (i) at (mm) (L miin)
(mm) P (m/min) /mi out (m in.
1 1.2 200 - 240 24 - 126 4-6 NL.A. 13- 18 13- 16
2 1.2 200 — 240 24-26 4-6 N.A. 13- 18 13- 16
3 12 200 - 240 24 - 26 4-6 N.A. 13-18 13- 16
4 1.2 200 — 240 24— 26 4-6 N.A. 13-18 13-16
5 1.2 200 - 240 24-26 4-6 N.A, 13-18 13-16
6 1.2 200 — 240 24 - 26 4-6 N.A. 13- 18 13-16
7 1.2 200 — 240 24-126 4-6 N.A. 13- 18 13- 16
8 1.2 200 — 240 24 - 26 4-6 N.A. 13-18 13-16
10.2 | Welding Sequence and technique N.A.
11. | Provision of run-on / run-off tabs N.A.
12, gLeaadning of weld bead before laying next weld By brush cleaning and grinding
Root preparation befare welding other side of
13. N.A.
groove weld
14. | Preheating and inter pass temperature Preheat Temp.-Min.1509C & Interpass Temp.-250°C Max.
15. | Peening N.A.
16. | Post Weld treatment N.A.
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect weld as per C1.32.2 of IS 9595-96, using Flux Cored Wire (Class T of
IRS M 46) after conducting DP Test.
18. | Inspection of Weld Visual & D.P. _
19. | Any other relevant Details

Hodo Tq Ve
Asstl, Research Officer/M&C
¥ TS,/ Ministry of Railways

G’LT 1&1;" \ lodoRieHe, AGTH/R.0.5 C.. Lucknow
gineer (B

S.EC Raifygay, o 3
Ramig%tﬁffﬁs;ﬁ;gr

Railway Authority

RDSO
Inspection Agency
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WELDING PROCEDURE SPECI FICATION SHEET FOR 42.0M CLEAR SPAN BOW STRING GIRDER

Name and address of Fabricator M/s. Struc-Rite Metal Building Systems, Borai, Nagpura-491001.
Welding Procedure specification No. . | SRMBS/PILCON-448/SHOP/WPS/42M/13

01. | RDSO Drawing No. . | RDSO/B/10437/3 2

02. | Welding Joint Description. | Fillet 16 mm — Splice at Top Tie Beam

03. | Base Metal. o | 25mmx20mm, 1S: 2062 — 2011, Gr. @ E350 BO

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

05. | Welding Position. : | Horizontal /Vertical

06. | Welding Consumable,

Electrode/Wire

Class | : | Class I of IRS M 46-2013 (AWS A5.20-10/ E71T-12).
6.1 Dia | : | 1.2 mm

Type | : | Flux Cored Filler Wire.
Drying Method | @ | N.A,

Flux
Class | : | N.A.

62 Type | : | N.A.

Drying Method | @ | N.A.

6.3 | Shielding Gas ;| NA

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

07. | Base Metal Preparation

Joint design Details

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

Splice at Top Tie Beam (25MM X

20MM ) i

'!

|

i

|
7.2 | Joint preparation B . | As Per IS; 10178 - 1995, 15: 7215 & Welded Bridge Code. 3
Welding Current : g 2 21
08. | Type | ¢ | DC B

R e B Polarity | @ | Reverse iapesay_ Sesturi EeiNTd VNS
09. | Welder qualification . | As per IS: 7310/7307 (Part-) — 2019 |

Welding Parameters and technigue

E,I_ Welding Parameters

ToHe ey g ¥l

Assli. Rasaﬁh:/ h Officer/M&C

¥E WA,/ Ministry of Railways
[o¥oHlo%s, FETE,/R.0.5 O, Lucknow

S.ECR i
a“‘*‘?ﬁc’ﬁ" st RDSO
Railway Authority Inspection Agency
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Weld E:uﬁrz?:s Current Arc Voltage Wire Feed Speed Travel Speed | Electrical Stick Gas Flow
Sequence No. (i) ) (Amps) {Volt) (m/min) {m/min) out (mm) (I/min.)
1 (Root pass) 1.2 mm 150 — 250 24 -30 Controlled by current N.A. 15 15-25
2 1.2 mm 150 — 250 24 -30 Controlled by current N.A. 15 15-25
3 1.2 mm 150 — 250 24 - 30 Controlled by current N.A. 15 15-25
4 1.2 mm 150 - 250 2430 Controlled by current N.A. 15 15-25
5 1.2 mm 150 - 250 24 - 30 Controlled by current N.A. 15 15-25
6 1.2 mm 150 - 250 24 - 30 Controlled by current N.A. 15 1525
10.2 | Welding Sequence and technique P NA,
16mm
G
3
1 4
2
11, | Provision of run-on / run-off tabs : | NLA.
12. Ege:;ing of weld bead before laying next weld . | By brush cleaning and grinding
Root preparation before welding other side of
13. N.A.
groove weld
14. | Preheating and inter pass temperature ¢ | Preheat Temp.-Min,150°C & Interpass Temp.-250°C Max.
15. | Peening ¢ | N.A
16. | Post Weld treatment | NA
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect . | weld as per C1.32.2 of 18 9595-96, using Flux Cored Wire (Class I of
IRS M 46) after conducting DP Test. ,
18. | Inspection of Weld | Visual & D.P, .
19. | Any other relevant Details A |

7 qﬁv« E:sT ;faﬂ mﬁf:m?:?:c'
99 T Sl (o) o, T30 Lo
Dy.Chief Engineer (Br.}
wfror g et Yoy, AR
$.E.C Railway, Pilaspur
SECR RDSO

Fbricator Railway Authority Inspection Agency
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_ WELDING PROCEDURE SPECIFICATION SHEET FOR 42.0M CLEAR SPAN BOW STRING GIRDER

Name and address of Fabricator ' M/s. Struc-Rite Metal Building Systems, Borai, Nagpura-491001.
Welding Procedure specification No. SRMBS/PILCON-448/SHOP/WPS/42M/15
01. | RDSO Drawing No. RDSQO/B/10437/6
02. | Welding Joint Description. Fillet 8 mm — Stiffener at End & Intermediate Bottom Cross Beam
03. | Base Metal. 12mmx28/16/20mm & 12mmx22mm, IS; 2062 ~ 2011, Gr. : E350 BO
04. | Welding Process F.C.A.W, (Flux core Arc Welding)
05, | Welding Position. Horizontal /Vertical
06, | Welding Consumable.
Electrodef/Wire
Class Class T of IRS M 46-2013 (AWS A5.20-10/ E71T-12).
6.1 Dia 1.2 mm
Type Flux Cored Filler Wire.
Drying Method N.A.
Flux
Class N.A.
fud Type N.A.
Drying Method N.A.
6.3 | Shielding Gas NA
, Fusion Faces and adjacent surfaces are cleaned and made free from Cracks, Notches,
0%, | BesEMEmal PR pevaria Mill scale, Grease, Paint and Rust etc., which may affect weld guality.
Joint design Details
(Sketch showing arrangements of
parts, weld bead details, weld passes
& their sequence etc.)
7t Stiffener at End & Intermediate
Bottom Cross Beam
(12mmx28/16/20mm &
12mmx22mm) e Wi
7.2 | Joint preparation As Per IS: 10178 — 1995, IS: 7215 & Welded Bridge Code.
welding Current
08. Type DC
Polarity Reverse
09. | Welder qualification As per IS: 7310/7307 (Part-I) — 2019
10. | Welding Parameters and technigue
10.1 | Welding Parameters

Hodfo mﬁﬂwg TE o

AssH. Researah Officer/M&C
Y& FAET/ Ministry of Railways
IodoHloTo, H@TE /R.0.5 0., Lucknow

0 WM
A%
aﬁ;,:.;:lru‘ef gineer (Br)

S.E.C Hg%"g@fxé{%? ?‘:?f
Railway Authority

RDSO
Inspection Agency
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Elect i
Weld Pass No \firercé?; ? Current Arc Voltage Wgse';?fd Travel Speed | Electrical Stick Gas Flow
. 3 A . : .
o) (Amps) (Volt) (m/min) (m/min) out (mm) (I/min.)
1 1.2 200 - 240 24 -26 4-6 N.A. 13-18 13-16
2 1.2 200 - 240 24— 26 4-6 N.A, 13-18 13-16
10.2 | Welding Sequence and technique N.A.
d mm
2
-\15\\
11. | Provision of run-on / run-off tabs N.A.
12. (t;.I:aadnmg of weld bead before laying next weld By brush cleaning and grinding
Root preparation before welding other side of
13: N.A.
groove weld
14. | Preheating and inter pass temperature Preheat Temp.-Min.150°C & Interpass Temp.-250°C Max,
15. | Peening NLA.
16. | Post Weld treatment N.A.
By re-welding after complete removal of defective weld & rectify the
17. | Rectification of weld defect weld as per €1.32.2 of IS 9595-96, using Flux Cored Wire (Class I of
IRS M 46) after conducting DP Test.
18. | Inspection of Weld Visual & D.P.
19. | Any other relevant Details

Contractor

87 St
Dy.Chief Engincer (Br.}

afgm 7d Hel o, R ;
SEC Ranwg%gpasm}y
Railway Authority

Hodo ﬂfﬁ'@ﬂ?g v o

Asstl, Reaearh Office M&C

RDSO

o HATE / Minisiry of Railways
[EE L TEEEE AGE S R.OS O, Lucknow

Inspection Agency
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WELDING PROCEDURE SPECIFIC

Name and address of Fabricator * | M/s. Struc-Rite Metal Building Systems, Borai, Nagpura-491001.
Welding Procedure specification No. g SRMBS,JPILCON-448fSHOPfWPSHfEM;’ 16
01. | RDSO Drawing Mo. . | RDSO/B/10437/6
02. | Welding Joint Description. - | stud Welding 7mm Fillet on End Bottom Cross beam & Int. Bottom cross beam
03. | Base Metal. ; ?3?;5:500 & 18/25/32mm plate, IS: 2062 — 2011, Gr. : E350 BO & SD1 of ISO
04. | Welding Process .| DASW.(Drawn Arc Stud Welding)
05. | Welding Position. ;| Downward
06. | Welding Consumable.
Electrode/Wire
Class | : | N.A.
6.1 Dia : NLA.
Type | @ | N.A.
Drying Method | @ | N.A.
Flux
Class | : | N.A.
6.2 Type | @ | NA
Drying Method | @ | N.A,
6.3 | Shielding Gas ¢ | N.A.
07. | Base Metal Preparation : Stud to be cut, straight, square & fitted with Aluminum & surrounding area of

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

Joint design Details

(Sketch showing arrangements of parts,
weld bead details, weld passes & their

51 | sequence etc.) Dia. 25 mm &
200 mm Length
, BEl _A7mm
Stud with Top flange of End & —
Intermediate cross girder and Stud with
Splice plate on Top flange of End & | 4k |

Intermediate cross Beam

7.2 | Joint preparation ! As Per IS: 4353 — 1995, IS: 7215 & Welded Bridge Code.

Welding Current

08. Type : DC
Paolarity | : | Straight polarity B .
09. | Welder qualification ; As per IS: 7310/7307 (Part-I) — 2019

10. | Welding Parameters and technique

10.1 | Welding Parameters

Wa{fﬁ@m’gﬁmo

] 1ﬁ‘A,\, Assil. Reseafch Officer/MaC
)

I WA,/ Ministry of Railvays

3y Em .( ; ledioHTcHo, FETE,/R.D.5 0., Lucknow
D?'*c%ﬂf }.g;[neer (Br.}
W Ve, REid
S.E.C Railway, Bilaspur
SECR RDSO

Fabricator Railway Authority Inspection Agency
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Weld >
Sequence No, | Dlameter of Stud (mm) | Current (Amps) Time(Sec.) Lift(mm) Plunge(mm)
1 25 1850 - 2500 1.2-1.4 0.125 0.25
10.2 | Welding Sequence and technique | : TNA.
4 LI
11. | Provision of run-on / run-off tabs o | NLA,
Cleaning of weld bead before laying next weld .
12. Dol NLA
bead
Root preparation before welding other side of
13. N.A.
groove weld
14. | Preheating and inter pass temperature | NA.
15. | Peening ¢ | NLA,
16. | Post Weld treatment A,
=l . | Remove of defective stud & new stud weld after proper grinding of
W Rectification of weld defect " | surface (As per RDSO BS : 115) Latest Revision
18. | Inspection of Weld i | Visual, Ring Test, Bend Test, Verticality & Burn off length, Weld size,
19. | Any other relevant Details
Hoaro Ifer Tg T

Assit. Researah Officer/MEC

A‘A‘pﬂ ¥l HATERT,/ Ministry of Railways

I3tijole, HETE /R.D.S C., Lucknow

Dy.Chief Endine, (e,
er (Br.)
ST 2, Ry
= Railway, Bilasp:;;
g SR SECR ' RDSO
Fabricato Railway Authority Inspection Agency
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Name and address of Fabricator

WELDING PROCEDURE SPECIFICATION SHEET FOR 42.0M CLEAR SPAN BOW STRING GIRDER
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M/s. Struc-Rite Metal Building Systems, Borai, Nagpura-491001.

Welding Procedure specification Na.

SRMBS/PILCON-448/ SHOP!Wi’SHZM! 17

01. | RDSO Drawing No.

RDSO/B/10437 (SERIES)

02. | Welding Joint Description.

Fillet 5 mm Tack Weld - Tack Weld of all Component

03. | Base Metal.

IS: 2062 — 2011 E350/E250

04, | Welding Process

FCAW (Flux core Arc Welding)

05. | Welding Position.

Flat

06. | Welding Consumable.

6.3 | Shielding Gas

Electrode/Wire
Class I of IRS M 46-2013 (AWS A5.20-10/ E71T-12).
Class 1.2 mm
6.1 Flux Cored Filler Wire.
Type N.A.
Drying Method
6.2 Flux
Class N.A.
Type N.A.
Drying Method N.A.
CO:

07. | Base Metal Preparation

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

7.1 | Joint design Details

N.A.

(Sketch showing arrangements of parts, Weld
bead details, Weld passes & their sequence
elc.

Length of track Weld 50mm
Gap between two track Weld
appr.300mm
Weld Size

o/
¥ Nl
WEB PLATE
— “ —
IR e

AMIGE AT

7.2 | Joint preparation

As Per IS: 10178 — 1995, IS} 7215 & Welded Bridge Code.

08. | Welding Current

Type

DC

Paolarity

Reverse

09. | Welder qualification

As per 1S: 7310 /7307 (Part=I) — 1974

10. | Welding Parameters and technique

10.1 | Welding Parameters

Iodlo aﬂﬁ@mu 7g ¥Wle

Assil. Reseafch Officar/MaC
] waTad / Ministry of Raiways
lasjedeRo, TETEH,/R.D.5 0., Lucknow

S ! _i L R
£ Ram'@tﬂﬂas;mr
Railway Authority

RDSO
Inspection Agency
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Ele.ques Current Arc Voltage Wire Feed Travel Speed | Electrical Stick Gas Flow
Weld Pass No. wire dia. (Amps) (Volt) Speed (Fn/min) ut (mm) (1/mi
(mm) p (mjfmin) i out (mm /min.)
1 1.2 200 — 240 24-126 3.5=50 N.A. 13- 18 13-16

N.A,
10.2 | Welding Sequence and technique

K

2 — T

Length of track Weld 50mm — i
Gap between two track Weld appr.300mm
Weld Size WES DLATE
—f 50 w— g —

_m— e )

.

11, | Provision of run-on / run-off tabs © | NLAL

12 Cleaning of weld bead before laying next weld

bead k| e
Root preparation before welding other side of
15k N.A.
groove weld
14, | Preheating and inter pass temperature 1| NA
15. | Peening Co| NLA
16. | Post Weld treatment ;| NA.

By grinding of the defective weld & rectify the weld as per C1.32.2 of
17. | Rectification of weld defect . | 15 9595-95, using Flux Cored Wire (Class I of IRS M 46) after
conducting DP Test,

18. | Inspection of Weld .| Visual & DPT

UQ. Any other relevant Details

@M ] <@ FATEd / Ministry of Railways
ooRfjorln, WETH /R.0.5 0., Lucknow

AW E;f.f‘:;?mgg%m'g b
Byﬁah;efE - iﬁéer (L,
zﬁmq& e, fsgy

.E.C RalfgwRBﬂaspaﬁ’ RDSO

Fabricator Contractor Railway Authority Inspection Agency




