DISCLAIMER

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



Model WPSS for
Railway OPEN WEB GIRDER
(25t Loading)



Railway Open Web Girder (25t loading)
61.0m clear span

MODEL WPSS No- RDSO/ Infra-Il/ B&S/ RG/
OWG./ WPSS 61.0 series (39 nos)
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. Appendix-V (Ref.C1.26 of BI-2001)

WELDING PROCEDURE SPECIFICATION SHEET
S OPEN WEB GIRDER 61.00m SPAN

gﬂ‘:’:n(:;uwgkl( : Akola - lFandwa Se_ction : Conversion of track from MG to BG between Khandwa - Amalkhurd_staﬁons - Proposed
o o WE; ﬂ‘:"ﬂfﬂOR (Rail Over Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication and Launchingl
channel slee S typ?' welded steel girder of clear span 61.00m, supplying, fabrication & fixing of galvamsed. H-Beam type s;l‘.ee
oy pers, Execution of earth works for approaches of ROR with COE, SQ2, blanketing to GE.14 Specification of RDSO an

€r protective works between Khandwa and Mordar stations.

e and address of abxicator : :IY{;bs-lzgﬂlljﬁiglfmﬁ{:f;iggg’::gg.im&DDY-TELANG&NA
Welding Procedure specification No. : |SEE/SCR/61.00m/WPSS/001 —
~ |RDSO/B-17182/R ; (Section of LO-L1 & L1-L2) &
Drawing No. " |RDSO/B-17182/4/R IN SECTION A - A Bottom Chord
2__|Weld joint description . |8mm, Fillet weld (Flange Plate to Side Plate (Inside / Outside Location)
 |15:2062:2011, Gr E250 BO, Fully Killed & Fully Normalized &
3 |Base Metal " |Base metal thickness (16mm X 16mm) _
4 _|Welding Process : |SAW (Submerged Arc Welding)
5 [Welding Position : |1F.2F
6  |Welding Consumable |
6.1 |Electrode/Wire - 8

Class! : |WiofIRSM 3972001
Dia| : [4MM
Drying Method| : |NA

6.2  [Flux
Class| @ |[F1ofIRSM.39-2001
Type| : |Agglomerated
Drying Method| : |250°C for One hour before use or Recomm endation as per Manufacturer.
6.3 |Shielding Gas : [NA

Fusion faces & adjacent surface are cleaned and made free from cracks,

7 Base metal preparation notches, mill scales, paints, grease, rust etc. which may affect weld quality.

7.1 _|Joint design details

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

AR
» .

G20

v

| &

-

il 7]

7.2 |Joint preparation . |As per S 4353 -1995, CL.7, IRS B1 - 2001, CI. 17 & WBC - 2001 &
* |1S 9595-2003
g |Welding Current _
Type| : |DC
Polarity] : |Reverse - &
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9 Appendix-V (Ref.C1.26 of BI-2001)
—__[Welder Qualification As per 15:7310 (Part-1) - 1974
10 |Welding parameters and technique
111 |Welding parameters as below
.| Electrodes i ;
Welding Pass | wire di Current Arc Voltage Vi fnd Travel Speed Elf.-ctncal Gas Flow Rate
re dia. (Amps) (Volt) Speed (m/min) Stick out (1/min)
(mm) (m/min) (mm)
: 4mm 475 - 525 27-32 12 -14 | 0.45-0.50 10- 15 NA.
11.2 |Welding Sequence and technique
_-E S ) A A, ?’
N @ U
N Z
N Z
N =z
N =
N Z
N Z
=N =
N Z
N\ =9 |
N AT
N N7
12 |Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying of NA
13 |next weld bead
Roct preparation before welding other
i NA
14 |side of groove welds
15 |Preheating and inter pass temperature 100°C “\&v
16 |Peening. : INA
17 |Post weld treatment NA .
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect IS 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
18 Test.
19 |Inspection of weld Visual, D.P. Test, Macro Etching Test.
20 |Any other relevant detail None., "

- Y 1)
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\ Appendix-V (Ref.CL.26 of BI-2001)

WELDING PROCEDURE SPECIFICATION SHEET

T—_\__ OPEN WEB GIRDER 61.00m SPAN

AME OF ;
Proposeq E::—?:RK * Akola - Kandwa Section : Conversion of track from MG to BG between Khandwa - Amalkhurd stations -
Launching of

onstructionof ROR (Rail Over Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication and

eam type mil:l"z'l“::;b Il‘-l'l;'m.lgh type welded steel girder of clear span 61.00m, suppl?rtng, fabrication & ﬁx_ing of galvanised H-
Specification of SrEn :n; :!:lr:ers, Execution of earth works for approaches of ROR \nn:ch COE, 5SQ2, blanketing to GE.14
e er protective works between Khandwa and Mordar stations.
Name and address of Fabricator . |M/s. SHAKTHI ENGINEERING EQUIPMENTS
m " |SYNO-452, SULTANPUR,AMEENPUR, SANGAREDDY-TELANGANA
£1ding Procedure specification No, SEE/SCR/61.00m/WPSS/002
1 Bisoving b . |RDSO/B-17182/R ; (Section of L2 -L3 & L3 - L4) &
RDSO/B-17182/4/R IN SECTION B - B Bottom Chord o
2 |Weld joint description _: |8mm, Fillet weld (Side Plate to Addl Plate (Outside Location) _{
3 — 15:2062:2011, Gr E250 BO, Fully Killed & Fully Normalized &
etal Base metal thickness (20mm X 20mm)
4 _ |Welding Process : _|SAW (Submerged Arc Welding)
> |Welding Position : |1F.2F
6 |Welding Consumable

6.1 _|Biectrode/Wire

Class| : |W1 of IRS M.39/2001
Dia| : |4 MM
Drying Method| : [NA

6.2 |Flux _
 Classl : IF1ofIRSM 39-2001
Type| : |Agglomerated )
Drying Method| : |250°C for One hour before use or Recommendation as per Manufacturer.
6.3 |Shielding Gas : [NA

Fusion faces & adjacent surface are cleaned and made free from cracks,

7  |Basemetal preparation notches, mill scales, paints, grease, rust etc. which may affect weld qdality_.

7.1 |Joint design details

(Sketch showing arrangements of parts, weld .
details, weld passes & their sequence) One pass of

e
7777777

u \M.EIL

72 |joint preparation . |As per IS 4353 -1995, CL7, IRS B1 - 2001, CI. 17 & WBC - 2001 &
* |159595-2003

P

g |Welding Current

Type| : |DC
Polarity| : [Reverse
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Appendix-V (Ref.C1.26 of BI-2001)

| Welder Qualification

As per IS:7310 (Part-1) - 1974

¥ 10 Welding parameters and technique
--1-'2_ MEEP_&“‘“‘EEFS as below
Electrodes . .
Welding Pass wire dia, Current Arc Voltage Wlsreel:led Travel Speed ilt?cf lcatl Gas Flow Rate
. (mm) (Amps) (Volt) e (m/min) -y (1/min)
~ (m/min) (mm)
4 e A
4 mm 475-52% 27-32 12 -14 0.45 - 0.50 10- 15 N.A.
11.2

Welding Sequence and technique

14

2

12 |Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying of NA
13 |next weld bead
Root preparation before welding other
NA
14 |side of groove welds
15 |Preheating and inter pass temperature 100%C —\$s° &
16 |Peening NA
17 |Post weld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect 18 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
18 Test.
19 |Inspection of weld Visual, D.P. Test, Macro Etching Test.
20 |Any other relevant detail : Nnne g e _
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\ Appendix-V (Ref.C1.26 of BI-2001)

WELDING PROCEDURE SPECIFICATION SHEET
g S SR OPEN WEB GIRDER 61.00m SPAN

N
P:;r:;g:;:_%&:  Akola - Kandwa Section : Conversion of track from MG to BG between Khandwa - Amalkhurd stations - 4
Launching of gnen et onof ROR (Rail Over Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication an
Beam type SteeI; 1;:’&1) through type welded steel girder of clear span 61.00m, supplying, fabrication & ﬁxring of galvamsed_H- .
of RDSO ang oﬂ-lc nnel sleepers, Execution of earth works for approaches of ROR with COE, SQ2, blanketing to GE.14 Specifica
|~ " DHierprotective works between Khandwa and Mordar stations.

Name and addre M/s. SHAKTHI ENGINEERING EQUIPMENTS

ss of Fabricato . |M/s. Q
o abricator " |SYNO-452, SULTANPUR,AMEENPUR, SANGAREDDY-TELANGANA
Welding Procedure specification No. SEE/SCR/61.00m/WPSS/003

RDSO/B-17182/R ; (Sectionof L2-L3 & L3 -1L4) &
RDSO/B-17182/4/R IN SECTION B - B Bottom Chord

8mm, Fillet weld (Flange Plate to Side Plate (Inside / Outside Location)
15:2062:201 1, Gr E250 BO, Fully Killed & Fully Normalized &

1 Draw!ng No.

- _Weld Joint description

(o]

|3 |Base Metal Base metal thickness (20mm X 20mm)
4 _|Welding Process :_|SAW (Submerged Arc Welding)
5 Wel@;_l‘-‘nsition : |1F,2F
6 ___|Welding Consumable

6.1 |Electrode/Wire

Class| : [W1of IRS M. 39/2001
Dia| : |4 MM
Drying Method| : |NA

6.2 |Flux
Class| : -|F1ofIRS M. 39-2001
Type | @ |Agglomerated _
Drying Method| : [250°C for One hour before use or Recommendation as per Manufacturer.
6.3 |Shielding Gas ¢ |NA
7 |iiasemetal preparation : Fusion faces & adjacent surface are cleaned and made free from cracks,

notches, mill scales, paints, grease, rust etc. which may affect weld quality.

7.1 _|Joint design details

(Sketch showing arrangements of parts, weld N
details, weld passes & their sequence)

s

P nr *’/

7.2 |Joint preparation _ |As perIS4353-1995, C1.7, IRS B1 - 2001, CI.
* |15 9595-2003

17 & WBC - 2001 &

8 |Welding Current

Type| : [DC
Polarity] : |Reverse
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Appendix-V (Ref.C1.26 of BI-2001)

As per [5:7310 (Part-1) - 1974

as below
Welding Pas . Wire Feed i
M8 Fass | wiredia ([::::;:; Arc Volltage Spee:e Travel Speed i]t':g:—:;a: Gas Flow Rate
- - (mm) (Volt) (m//min) (m/min) (mm) (1/min)
4 mm “
— 475 - 525 . 27-32 12 -14 0.45-0.50 10- 15 N.A.
11.2 i
— Welding Sequence and technique
. =
N WL 0O
% DI SIS g '
N @ #
=~ =
=N =
s -
X Z
N Z
N Z
N WL Z
‘% S Z
Y @ Z
__12 |Provision of run-on / run-off tabs Yes
Cleaning of weld bead before layi ng of NA
13 |nextweld bead
Root preparation before welding other NA
14 [side of groove welds
15 |Preheating and inter pass temperature 100%C —\s°
__16 |Peening NA
17 |Post weld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect IS 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P. |
18 i Test.
19 |Inspection of weld Visual, D.P. Test, Macro Etching Test.
20 |Any other relevant detail None. =N |




Appendix-V (Ref.C1.26 of BI-2001)

WELDING PROCEDURE SPECIFICATION SHEET
S — OPEN WEB GIRDER 61.00m SPAN

NAME oF WORK : Akola -
Re-Constmclionof ROR (
of open weh through typ
channe] sleepers, Execu
other protective works

lfa“dw'ﬂ Section : Conversion of track from MG to BG between Khandwa - Amalkhurd stations - Proposed
Rail Over Rail) Br No0:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication and Launching
e welded steel girder of clear span 61.00m, supplying, fabrication & fixing of galvanised H-Beam type steel

tion of earth works for approaches of ROR with COE, SQ2, blanketing to GE.14 Specification of RDSO and
between Khandwa and Mordar stations.

Name and address of Fabricator . |M/s. SHAKTHI ENGINEERING EQUIPMENTS
*_|SYNO-452, SULTANPUR, AMEENPUR, SANGAREDDY-TELANGANA

SEE/SCR/61.00m/WPSS/004
. |RDSO/B-17182/R ; (Section of U1 - U2 & U2 - U3) / TOP CHORD

Welding Procedure specification No.

1 [Drawing No. RDSO/B-17182/5R ; SECTION ON A - A

2 |Weld Joint description 8mm, Fillet weld (Flange Plate to Side Plate (Inside/Outside Location)
. |15:2062:2011, Gr E250B0, Fully Killed & Fully Normalized &

3 |Base Metal " |Base metal thickness (12mm X 16mm)

4 |Welding Process : |SAW (Submerged Arc Welding)

5 ___|Welding Position : |1F2F

6 |Welding Consumable

6.1 _|Electrode/Wire

Class| : [W1ofIRSM.39/2001
Dia] : [4MM
Drying Method| : [NA

6.2 |Flux
Class| : |F1ofIRSM.39-2001
Type| : |Agglomerated :
Drying Method| : |250°C for One hour before use or Recommendation as per Manufacturer.
6.3 |Shielding Gas < {NA

Fusion faces & adjacent surface are cleaned and made free from cracks,

7  |Basemetal preparation notches, mill scales, paints, grease, rust etc. which may affect weld quality.

7.1 _|Joint design details

(Sketch showing arrangements of parts, weld . Bott Fing.Pit

details, weld passes & their sequence)

AAAA

: -_ 16 %+

o

1 Pass on either side
I‘F‘,:i'. R R e R O
Tt S L A

|20
Side PIt.

i
L

: i As per IS 4353 -1995, CL.7, IRS B1 - 2001, C. 17 & WBC - 2001 &
aration :

8 |Welding Current —_—
Type| : |DC

Polarity Reverse _
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Appendix-V (Ref.C1.26 of BI-2001)
9
B Welder Qualification As per IS:7310 (Part-I) - 1974
WeldEggarameters and technique
111 Welding parameters as below
Electrodes 1
Welding Pass wire dia. Current Arc Voltage Wisr;el:zed Travel Speed gﬁs::ﬁlt Gas Flow l;.ate
A It I/min
(mm) (Amps) (Volt) (m/min) (m/min) o) (1/
: 4 oo 475 - 525 27-32 1.2 -14 | 845-050 16- 15 NA.
11.2 |Welding Sequence and technique : l
12 |Provision of run-on / run-off tabs Yes )
Cleaning of weld bead before laying of NA
13 |[next weld bead —
Root preparation before welding other
p NA
14 |side of groove welds :
15 |Preheating and inter pass temperature 100%C —\S e
16 |Peening NA
17 |Postweld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect 1S 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
18 Test.
19 |Inspection of weld Visual, D.P. Test, Macro Etching Test.
20 |Any other relevant detail None.
e = y
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Appendix-V (Ref.CI.26 of BI-2001)
WELDING PROCEDURE SPECIFICATION SHEET

e OPEN WEB GIRDER 61.00m SPAN
NAME oF .
roposed ;:_%RK Akola - Kandwa Section : Conversion of track from MG to BG between Khandwa - Amalkhurd stations -
onstructionof ROR (Rail Over Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication and
gh type welded steel girder of cl 61.00m, I i & fixing of galvanised H-
Beam type stee] channel slee yp steel girder of clear span m, supplying, fabrication & fixing of galvanise

Speci : pers, Execution of earth works for approaches of ROR with COE, 5Q2, blanketing to GE.14
mﬁf RDSO and other protective works between Khandwa and Mordar stations.

Launching of open web throy

Name and address of Fabricator . |M/s. SHAKTHI ENGINEERING EQUIPMENTS
__|SYNO-452, SULTANPUR AMEENPUR, SANGAREDDY-TELANGANA

SEE/SCR/61.00m/WPSS/005

+ . |RDSO/B-17182/R ; (Section of U1 - U2 & U2 - U3) / TOP CHORD
—~__|Drawing No. " [RDSO/B-17182/5R ; SECTION ON A - A

2 [Weld Joint description 8mm, Fillet weld (Top Plate to Side Plate (Outside Location)
15:2062:2011, Gr E250 B0, Fully Killed & Fully Normalized &

Welding Procedure specification No.

3__|Base Metal " .|Base metal thickness (16mm X 12mm)
4 _|Welding Process :_|SAW (Submerged Arc Welding)
5 |Welding Position ! |1F,2F
6 |Welding Consumable
6.1 |Electrode/Wire
: Class| © |WI of IRS M. 39/260%
Dia| @ |4MM
Drying Method| : [NA
62 |Flux |
Class| : |F1ofIRS M.39-2001
Type!l : lAgglomerated .
Drying Method| : |250°C for One hour before use or Recommendation as per Manufacturer.
6.3 |Shielding Gas : |NA

Fusion faces & adjacent surface are cleaned and made free from cracks,

Ll S e notches, mill scales, paints, grease, rust etc. which may affect weld quality.

7.1 |Joint design details

Top P
(Sketch showing arrangements of parts, weld — 670 (
details, weld passes & their sequence) *
(-
12 12 ;
g s
| Bese—n " i
Cide Plt <+
7.2 |Joint preparation . |Asper54353-1995, CL.7, IRS B1 - 2001, CL. 17 & WBC - 2001 &

IS 9595-2003

8 |Welding Current

Type| : [pc

Polarity] : |Reverse
NI "

D

,.
-
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9 Welder . Appendix-V (Ref.CI.26 of BI-2001)
TR Qualification As per 1S:7310 (Part-I) - 1974
T elding parameters and technique
1 |W
elding parameters as below
Electrodes
Weiding Pass wire dia, Cuntent Arc Voltage Wl; eeF ‘:Ied Travel Speed, | Electrical Gas Flow Rate
(mm) (Amips) (Vol) Py | (m/min) [ 9 1/min)
3 s (m/min) (mm)
mm 475-525 27-32 12 -14 0.45 - 0.50 10- 15 N.A.
11.2 Welding Sequence and technique
Q\"}L}\\\\\\\‘\\\'\\.\\\\\\\\\\\\\\_\X\\;\\\‘.\
a E
7
Z
Z
é
é
Z
12 |Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying of NA
13 |next weld bead
Root preparation before welding other NA
14 |side of groove welds
L]
15 |Preheating and inter pass temperature | : | 100°C -\t
16 |Peening NA
17 |Post weld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect 1S 9595-2003 using A2 electrode of IRS M:28-2017 after conducting D.P.
18 Test.
19 |Inspection of weld Visual, D.P. Test, Macro Etching Test
20 |Any other relevant detail None. @)
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Appendix-V (Ref.CI.26 of BI-2001)

WELDING PROCEDURE SPECIFICATION SHEET

e OPEN WEB GIRDER 61.00m SPAN

NAME OF wopk .

Proposed R&Cm,?éa - Kandwa Section : Conversion of track from MG to BG between Khandwa - Amalihurd stations -
and Launching of open O“Ef ROR (Rail Over Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication
galvanised i web through type welded steel girder of clear span 61.00m, supplying, fabrication & fixing of

GE.14 Secification ¢ e steel channel sleepers, Execution of earth works for approaches of ROR with COE, SQ2, blanketing to
on of RDSO and other protective works between Khandwa and Mordar stations.
Name and address of Fabricator | IM/s SHAKTHI ENGINEERING FQUIPMENTS
Weid * |SYNO-452, SULTANPUR,AMEENPUR, SANGAREDDY-TELANGANA
ng Procedure specification No. : _|SEE/SCR/61.00m/WPSS/006
; . |RDSO/B-17182/R ; (Section of U1- U2 & U2 - U3) / TOP CHORD
1 :
: Drawing No. RDSO/B-17182/5R ; SECTION ON A - A
Weld Joint description 8mm, Fillet weld (Top Plate to Side Plate (Inside Location)
3 |g ", |15:2062:2011, Gr E250 BO, Fully Killed & Fully Normalized &
ase Metal __|Base metal thickness (16mm X 12mm)

4 _|Welding Process SAW (Submerged Arc Welding)

5 Welding Position 1F,2F

6 |Welding Consumable

6.1 |Electrode/Wire

Class| : |W1 of IRS M. 39/2001
Dia| : |4 MM
Drying Method| : [NA

6.2 |Flux
~ Class| : [F1ofIRSM.39-2001
Type| : |Agglomerated )
Drying Method| : |Manufacturer.
6.3 [Shielding Gas : |NA
Fusion faces & adjacent surface are cleaned and made free from cracks,
7 |Base metal preparation : |notches, mill scales, paints, grease, rust etc. which may affect weld

I i ‘quality.
7.1 |Joint design details

(Sketch showing arrangements of parts, weld ] ——

details, weld passes & their sequence) : /m

[

w

=
o P el e e
|’a- et P L

[

—— \ SEENETA
Top Pit.
; As per 1S 4353 -1995, C1.7, IRS B1 - 2001, CI. 17 & WBC - 20018
t preparation i :
7.2 |jointp * 1159595-2003 :

8 |Welding Current

Type[ : (DC
Polarity| : |Reverse

f 5\
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9 |weld Appendix-V (Ref.CL26 of B1-2001)
T' elder Qualification : |As per 15:7310 (Part-I) - 1974
= Welding parameters and technique i
~~1 |Welding parameters as below
Electrodes
- mm) (m/min) (mm)
4mm 475 - 525 27-32 12 -14 | 045-050 10- 15 NA.
112 |Welding Sequence and technique : |
0 =
%Z
Z
-~
%
12 |Provision of run-on / run-off tabs : |YES
Cleaning of weld bead before laying of NA
13 |next weld bead
Root preparation before welding other
; NA
14 |side of groove welds
15 [Preheating and inter pass temperature | : [100°C ~\S\*
16 |Peening : |NA
17 |Post weld treatment : |NA
. ~ -|By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect IS 9595-2003 using A3 electrode of [RS M:28-2017 after conducting U.F. |
18 : |Test
19 |Inspection of weld : |Visual, D.P. Test, Macro Etching Test.
| 20 |Any other relevant detail : |Nome. A
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Appendix-V (ReL.CL26 of BI-2001)

WELDING PROCEDURE SPECIFICATION SHEET

=S OPEN WEB GIRDER 61.00m SPAN
NAME OF woRk .

Akola - Kandwa S .
Proj wa Section : Conversion of track from MG to BG betw. - Amaikhurd stations -
Posed Re-Constructionof R OR (Rail Over Rail een Khandwa - Amaikhurd stations

La“nt:hing of o ) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication and
Pen web through type welded steel girder of cl icati i \
Beam type stee] channel sleepers, girder of clear span 61.00m, supplying, fabrication & fixing of galvanised H-

Specificati Execution of earth works for approaches of ROR with COE, SQ2, blanketing to GE.14
e On of RDSO and other protective works between Khandwa and Mordar stations.

Name and address of Fabricator . {M/s.SHAKTHI ENGINEERING EQUIPMENTS
*_|SYNO-452, SULTANPUR AMEENPUR, SANGAREDDY-TELANGANA
SEE/SCR/61.00m/WPSS/007

Welding Procedure Specification No.

. RDSO/B-17182/R ; (Section of U3 - U4 P CHORD
= ; &”E‘EB_"E‘- m}sofra- 1718:;?5;1 ;(sscnon B-B s
— eld Joint description 8mm, Fillet weld (Flange Plate to Side Plate (Inside / Outside Location)
i 15: G Gr EZ50 BU, Fuity Kiii Fuily N zed &
3 |Base Metal : Baszgiz;facl'il:;ckness (16mm ;:YZII;::;; ii—
4 |Welding Process :_|SAW (Submerged Arc Welding)
S___|Welding Position : .|1F,2F
6 |Welding Consumable
6.1 IElectrode /Wire
Class| ' |W1ofIRSM.39/2001
Dia| : |[4MM
Drying Method| : [NA
6.2 |Flux
Class| : |F1ofIRSM.39-2001
Type 3 'Agglomerated
Drying Method| : |250°C for One hour before use or Recommendation as per Manufacturer.
6.3 |Shielding Gas ¢ [NA

Fusion faces & adjacent surface are cleaned and made free from cracks,

7  |Base metal preparation notches, mill scales, paints, grease, rust etc. which may affect weld quality.

7.1 |Joint design details

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

: As per 1S 4353 -1995, C1.7, IRS B1 - 2001, CI. 17 & WBC - 2001 &
aration i
7.2 |Joint prep t 115 9595-2003

g [Welding Current

Type| : [DC
Polarity] : [Reverse ~
. [ | B |
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9 w""""——elder Qualification Appendix-V (Ref.C1.26 of BI-2001)
"‘-——10 Wl As per 1S:7310 (Part-I) - 1974
__1_1______9_ Ng parameters and technique
N_-h__‘?_&lding parameters as below
Electrodes
Weldi Wi i
NgPass | wire dia, ([Z::e:]t Ar gﬂllmﬁe Sr:ef;:ed Travel Speed Esi:rcil Gas Flow Rate
¥ ou "
— (mm) P . (m/min) | (m/min) (mm) (/o)
— [ 4mm | 475.525 27-32 12 -14 | 045-050 10-15 | NA
11.2

Welding Sequence and technique

12 |Provision of run-on / run-off tabs Yes:
Cleaning of weld bead before laying of NA
13 |next weld bead '
Root preparation before weiding other g
i NA
14 |side of groove welds
15 |Preheating and inter pass temperature 100°C - \Sw°c
16 |Peening NA
17 |Postweld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect IS 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
18 L
19 |inspection of weld Visual, D.P. Test, Macro Etching Test.
20 |Any other relevant detail -_ Nonﬁ. . _ O’_ _
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Appendix-V (Ref.CI.26 of BI-2001)
WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDER 61.00m SPAN

- Amalkhurd stations -
] + 570696.084m in place of Exg. ROR- Supply, Fabrication and
rough type welded steel girder of clear span 61.00m, supplying, fabrication & fixing of galvanised H-

pproaches of ROR with COE, sQz, blanketing to GE.14
d other protective works between Khandwa and Mordar stations.

Name ang address of Fabricator M/s SHAKTHI ENGINEERING EQIUIPMENTS
-___'-—'-—_.___

" |SYNO-452, SU LTANPUR,AMEENPUR, SANGAREDDY-TELANGANA
Md—@im‘-—_‘?ﬂﬂr_ggpeciﬂmuon No. :_|SEE/SCR/61.00m/WPS5/008
) . |RDSO/B-17182/R ; (Section of U3 - C
*-—%——--‘[:—E"l—d‘”‘—“g No. . ' RDSOjB-I 7132;511 ;(SECTION oN B '-J; /TOF CHORD
! Joint description 8mm, Fillet weld (Top Plate to Side Plate (Inside Location)
3 Base Metg] [ . |SiueZ:2ut1, Gr E250 BO, Fuily Kiiied & Fuiiy Normatized &
Base metal thickness (20mm X 1 6mm)
4__[Welding Process SAW (Submerged Arc Welding)
5 Welding Position 1F,2F
6 Welding Consumable
81 I|Electrade/Wire
Class| : [W1of IRS M. 39/2001
Dia| : |4 MM
Drying Method| : |NA
6.2 |Flux
Class| : |F1ofIRS M. 39-2001
Type | : |Agglomerated
Drying Method| : |250°C for One hour before use or Recommendation as per Manufacturer.”
6.3 |Shielding Gas : [NA
. Fusion faces & adjacent surface are cleaned and made free from cracks,
7  |Base metal preparation :

notches, mill scales, paints, grease, rust etc. which may affect weld quality.

7.1 |Joint design details

(Sketch showing arrangements of parts, weld i
details, weld passes & their sequence)

e 1 Pasa

KA
o A A

e

ey,

ﬁ
are op P, :

As per IS 4353 -1995, 1.7, IRS B1 - 2001, CT. 17 & WBC - 2001 &
159595-2003

O

7.2 |Joint preparation

8 |Welding Current

Type| : |DC

Polarity : [Reverse |
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Appendix-V (Ref.CL26 of BI-2001)

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

Welding parameters and technique

m Welding Darameters as below
Electrodes
WEldlng Pass wire dia Current Arc Voltage Wire Feed Tribal Soeeid Electrical
[mm] ( Amps) (Volt) Speed p Stick out Gas Flow Rate
\ - == (m/min) (m/min) e (I/min)
i m 475 - .
525 Zr-3z 1Z2-14 [ 045-050 | 10-15 | NA
11.2
——<_{Welding Sequence and technique
Q\"j;:_?:_\\\\\‘-.\\.\\\K\\\\\\\\\\\\\\\H\j\\\w
7
Z
f/
_
%
Z
Z
Z
Z.
12 |Provision of run-on / run-off tabs YES
Cleaning of weld bead before laying of NA
13 |next weld bead
Rest preparation before welding other NA
14 |side of groove welds
15 |Preheating and inter pass temperature 1000C — \$©" <
16 |Peening NA
17 |Post weld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect IS 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
Test.
18
19 |Inspection of weld Visual, D.P. Test, Macro Etching Test.
20 |Any other relevant detail None. Y- e
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WELDING PROCEDURE SPECIFICATION SHEET

— OPEN WEB GIRDER 61.00m SPAN
NAME of WORK -

- ROR- Supply, Fabrication and
fabrication & fixing of galvanised H-
OE, $Q2, blanketing to GE.14

Name ang address of Fabricator

. -|M/s. SHAKTH]I ENGINEERING EQUIPMENTS
" |SYN 0-452, SULTANPUR,AMEEN PUR, SANGAREDDY-TELANGANA
Mﬂ%&dﬂmﬁun No. :

SEE/SCR/61.00m/WPSS/009

% " . |RDSO/B-17182/R ; (Section of U3 - U4 / TOP CHORD
— : | |RDS3/B-17182/5R ; SECTIONONB-B
2 |Weld Joint description :
3
4
5

8mm, Fillet weld (Top Plate to Side Plate (Outside Location)

Base Meta * {omemman s oy ld & Felly ormalzed &
Welding Process ! _|SAW (Submerged Arc Welding)
Weldigg Position : |1F,2F
6 Welding Consumable '
6.1 _|Electrode/Wire

Class| : |W1 of RS M. 39/2001
Dia| : |4 MM
Drying Method| : |NA

6.2 |[Flux

I
Class| : |F1ofIRS M. 39-2001

Type| : '|Agglomerated
Drying Method| :

250°C for One hour before use or Recommendation as per Manufacturer.
6.3 [Shielding Gas

NA

Fusion faces & adjacent surface are cleaned and made free from cracks,
7 Base metal preparation

notches, mill scales, paints, grease, rust etc. which may affect weld quality.

7.1 |Joint design details

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

1 Pags % 6
8
\

aTH

T

&

72 [joint preparation . |AsperIS 4353 -1995, CL.7, IRS B1 - 2001, CL. 17 & WBC - 2001 &

159595-2003

8 |Welding Current

Type| : [DC
Polarity| : |Reverse .
= = iVal / oA @
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Appendix-V (Ref.C1.26 of BI-2001)
9 Welder Qualification As per 1S:7310 (Part-1) - 1974
10 Welding parameters and technique
111 |Welding parameters as below
lectrical
Weldi Bettrodes Current Arc Voltage diicus Travel Speed Elec Gas Flow Rate
elding Pass wire dia. Speed : Stick out 1/mi
(Amps) (Volt) (m/min) (I/min)
(mm) (m/min) (mm)
% . 4mm | 475-525 27-32 12 14 | 045-050 18- 15 N.A.
11.2 Welding Sequence and technique ; 1
\'.\‘;‘*}‘i\\‘\\'\\\\\\.\\\\\\\.\\\\\\\\\‘\‘:}\W
my Iz
ﬁ _
. ,ﬁ
_ _
Z Z
12 |Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying of NA
13 |next weld bead
Root preparation before welding other | | _
. : |NA
14 |side of groove welds
15 |Preheating and inter pass temperature 100°C —\Sv¥'w
16 |Peening NA
17 |Post weld treatment NA
_ By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect IS 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
18 Test.
19 |Inspection of weld Visual, D.P. Test, Macro Etching Test.
20 |Any other relevant detail None.
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N
NAME oF wo
Re-Constructionof RoR

WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDER 61.00m SPAN

Conversion of track from MG to BG between Khandwa -
(Rail Over Rail) Br N

Amalkhurd stations - Proposed
0:570/2 at Ch: 570696.084m in place of Exg. ROR-

Supply, Fabrication and Launching
supplying, fabrication & fixing of galvanised H-Beam type steel
with COE, $Q2, blanketing to GE.14 Specification of RDSO and
e e 7 en Khandwa and Mordar stations,

Name ang address of Fabricator

. |M/s. SHAKTHI ENGINEERING EQUIPMENTS
= __|SYNO-452, SULTANPUR AMEENPUR, SANGAREDDY-TELANGANA
elding Procedure specification No, : _|SEE/SCR/61.00m/WPSs/010
. |RDSO/B-17182/R ; (Section of U1 - L2 / DIAGONAL) RDSO/B-
1__|Drawing No. " [17182/8R ; SECTION ON A - A
5 % . |8mmInside Fillet weld
Weld loint description __|(Flange Plate to Side Plate (Inside Location)
3 . |18:2062:2011, Gr E250 B0, Fully Killed & Fully Normalized &
Base Metal "_|Base metal thickness (20mm X 12mm)
4 Weldigg Process :_|SAW (Submerged Arc Welding)
5 Welding Position : |1F.2F
6 Welding Consumable
6.1 Electrode/wire

Class| : |W1ofIRS M.39/2001
Dia| : |aMM

Drying Method| : |NA
6.2 |Flux
Class| : |F1of RS M.39-2001
Type| : |Agglomerated
Drying Method| : |250°C for One hour before use or Recommendation as per Manufacturer.
6.3 |Shielding Gas : |INA

! Fusion faces & adjacent surface are cleaned and made free from cracks, notches,
7 Base metal preparation

mill scales, paints, grease, rust etc. which may affect weld quality.

7.1 |Joint design details

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

2 |Joint preparation As per IS 4353 -1995, CL7, IRS B1 - 2001, CL. 17 & WBC- 2001 &
7 oint p.

IS 9595-2003

8 Welding Current

Polarity| :+'|Reverse

.
LV W s e o L
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9
Welder Qualification As per 1S:7310 (Part-1) - 1974 E
10 Welding parameters and technique
111 |Welding parameters as below
Electrodes
Welding Pass | wire dia. Current ArcVoltage | Wire Feed Travel Speed | Clectrical |- ciow Rate
(Amps) (Volt) o (m/min) Stick out (1/min)
(mm) (m/min) N (mm)
: 4mm | 475-575 27-3Z | 1z-14 | 045-050 | 10- 13 [ NA
11.2 Welding Sequence and technique :
Z
L A ot g
=m N2
- =
Z
=
Z
=z
Z
2 = &
Z
12 |Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying of NA
13 |next weld bead :
Reoct preparation before welding other | . INA
14 |side of groove welds :
15 |Preheating and inter pass temperature 100°C — \s=%e
16 |Peening NA
17 |Post weld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect IS 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
Test.
18
19 |Inspection of weld Visual, D.P. Test, Macro Etching Test.
20 |Any other relevant detail : _N__Cf"lf-mh e
. AT T T " - 2 = 9
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—

WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDER 61.00m SPAN

NAME OF WORK :

Proposed Re-Constructionof ROR
Launching of

Beam type steel channel sleepers,
Specification of RDSO and other p

open web through type welded steel girder of clear span 61.00m,

Akola - Kandwa Section : Conversion of track from MG to BG between Khandwa - Amaikhurd stations -

(Rail Over Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication and
supplying, fabrication & fixing of galvanised H-
Execution of earth works for approaches of ROR with COE, SQ2, blanketing to GE.14

rotective works between Khandwa and Mordar stations.

'Name and address of Fabricator

M/s. SHAKTHI ENGINEERING EQUIPMENTS
SYNO-452, SULTANPUR,AMEENPUR, SANGAREDDY-TELANGANA

Welding Procedure specification No.

SEE/SCR/61.00m/WPSS/011

RDSO/B-17182/R ; (Section of U1 - L2 / DIAGONAL)

1__|Drawing No. RDSO/B-17182/8R ; SECTION ON A - A
2  |Weld Joint description 6mm Fillet weld (Flange Plate to Side Plate (Outside Location)
1S:2062:2011, Gr E250 B0, Fully Killed & Fully Normalized &
3 |Base Metal Base metal thickness (20mm X 12mm)
4 |Welding Process SAW (Submerged Arc Welding)
5 |Welding Position 1F,2F
6 Welding Consumable
6.1 |Electrode/Wire
Class| :  |W1ofIRSM.39/2001
Dia 4 MM
Drying Method NA -
6.2 |Flux
Class| : |F1ofIRSM.39-2001
Type | : |Agglomerated
Drying Method| : |250°C for One hour before use or Recommendation as per Manufacturer.
6.3 _|Shielding Gas NA
_ Fusion faces & adjacent surface are cleaned and made free from cracks,
7  |Base metal preparation notches, mill scales, paints, grease, rust etc. which may affect weld quality.
7.1 |Joint design details
(Sketch showing arrangements of parts, weld — Top/Bot Fing.Pit T
details, weld passes & their sequence) l i | E 0 I
etz g
1 Pa 1 ; ‘].. r H 1? Pa
& i ¢ i
> SELG. N s . e * 8
$le oy S )
NSO AL L
Side Ph.
o As per IS 4353 -1995, CL.7, IRS B1 - 2001, C1. 17 & WBC - 2001 & -
7.2 |Joint preparation IS 9595-2003
i ent
8 |Welding Curr Type DC
it Polarity| : |Reverse -
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9

Welder Qualification

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

10

Welding parameters and technique

_ILT |Welding parameters

as below
Electrodes Wi :
i
Welding Pass |  wire dia Current _ | ArcVoltage reFeed | rravelspeed | EM@ | coc piow Rate
[mm] %nps}'%’ (Vﬂlt) SpeEd (m /mm) Stick out ([ fm il'l}
s Y9\~ (m/min) (mm)
— 4 mm ~415~525~ 27-32 12 -1.4 0.45-0.50 10- 15 N.A.
112 |Welding Sequence and technique
% DRI A A A, #
S Z
X Z
N Z
N =
s fé
N =
N Z
R Z
% RO A A A A é’
Sz B &
12 |Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying of NA
13 [nextweld bead
Root preparation before welding other
. NA
14 |side of groove welds
15 |Preheating and inter pass temperature 1000C —\Set
16 |Peening NA
17 |Post weld treatment NA

By re-welding after complete removal of defective weld as per CL.32.2 of

Rectification of weld defect IS 9595-2003 using A3 electrode of [RS M:28-2017 after conducting D.P.
18 Test.
19 |Inspection of weld Visual, D.P. Test, Macro Etching Test.
20 |Any other relevant detail None.
A ~ B [




Page -UZ3
Appendix-V (Ref.C1.26 of BI-2001)

WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDER 61.00m SPAN

NAME OF WORK : Akola - Kandwa Section : Conversion of track from MG to BG between Khandwa - Amalkhurd stations -
Proposed Re-Constructionof ROR (Rail Over Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication and
Launching of open web through type welded steel girder of clear span 61.00m, supplying, fabrication & fixing of galvanised H-

Beam type steel channel sleepers, Execution of earth works for approaches of ROR with COE, SQ2, blanketing to GE.14
Specification of RDSO and other protective works between Khandwa and Mordar stations.

Name and address . _|M/s.SHAKTHI ENGINEERING EQUIPMENTS
¥ Esbriasor " |SYNO-452, SULTANPUR,AMEENPUR, SANGAREDDY-TELANGANA

SEE/SCR/61.00m/WPSS/012
RDSO/B-17182/R ; (Section of L2 - U3 / DIAGONAL)

Welding Procedure specification No.

1 __[Drawing No. RDS0/B-17182/8R ; SECTION ON B - B

2 |Weld Joint description 6mm, Fillet weld (Flange Plate to Side Plate (Inside / Outside Location)
IS:2062:2011, Gr E250 BO, Fully Killed & Fully Normalized &

3 |Base Metal Base metal thickness (12mm X 12mm)

4 |Welding Process :_|SAW (Submerged Arc Welding)

5__ |Welding Position : _|1F.2F

6 Weld ing Consumable

6.1 |Electrode/Wire

Class W1 of IRS M. 39/2001
Diay F i
Drying Method| : [NA
6.2 |Flux
Class| : |F1ofIRS M, 39-2001
Type | : |Agglomerated
Drying Method| : ' |250°C for One hour before use or Recommendation as per Manufacturer.
6.3 |Shielding Gas i |NA
Fusion faces & adjacent surface are cleaned and made free from cracks,
7 Base metal preparation :

notches, mill scales, paints, grease, rust etc. which may affect weld quality.

7.1 |Joint design details

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

M-

Sude P,

e . |AsperlS 4353 -1995, CL.7, IRS B1 - 2001, CL. 17 & WBC - 2001 &
7.2 |Joint prep * |159595-2003

B8 Welding Current

Type| : |DC
Polaritvl : |Reverse
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9 |welder Qualification As per 1S:7310 (Part-I) - 1974
10 |Welding parameters and technique
11.1 |Welding parameters as below
Electrodes i
Welding Pass | wire di Current | Arcvoltage | WireFeed [ eispeed | EIECIA | Gas Flow Rate
FRE (Amps) (Volt) Spest ffinly) | Chexont (1/min)
(mm) (m/min) (mm)
1 ' 4mm 425 - 500 27-32Z 1.2 -i4 0.45 - 8.50 16- 15 NA
11.2 |Welding Sequence and technique [ :
% AT A, ?
Ny & Z
N Z
N Z
N Z
N Z
N Z
N Z
N Z
=N =
"-\\"; (E) = ﬁ
S =T &
12 |Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying of NA
13 |next weld bead :
‘Root preparatioir beforeweldingother | |
2 : |[NA
14 |side of groove welds
(N
15 |Preheating and inter pass temperature 100°C ~\$ " &
16 |Peening NA
17 |Post weld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect IS 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
18 Test.
19 |Inspection of weld Visual, D.P. Test, Macro Etching Test.
Any other relevant detail None.
_19_---—X Aﬂ [ T u
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WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDER 61.00m SPAN

Launchj /2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication and
P ty?; ';::F;el;laweb through type welded steel girder of clear span 61.00m, supplying, fabrication & fixing of galvanised H-
Specificatio eﬂ: nnel sleepers, Execution of earth works for approaches of ROR with COE, 5Q2, blanketing to GE.14
_________llo DSO and other protective works between Khandwa and Mordar stations
Name and address of Fabricator M/s. SHAKTHI ENGINEERING EQUIPMENTS
;—v—-l—-_—-—-_._.____ SYNO-452, SULTANPUR,AM EENPUR, SANGAREDDY-TELANGANA
<'ding Procedure specification No. SEE/SCR/61.00m/WPSS/U13
1 |ens . |RDSO/B-17182/R ; (Section of U3 - L4 / DIAGONAL)
———{~rawing No. |RDSO/B-17182/8R ; SECTION ON C - C
Weld joint description : |6mm, Fillet weld g!anﬁe Plg to Side Plate (Inside / Outside Location)
2 1S:2062:2011, Gr BO, Fully Killed & Fully Normalized &
2 {Base Metal Base metal thickness (12mm X 12mm) |
2__{Welding Process SAW (Submerged Arc Welding)
5 Welding Position 1F,2F
6 __|Welding Consumable
6.1 |Electrode/Wire
Class W1 of IRS M. 39/2001
Dia 4 MM
Drying Method NA
6.2 |Flux
Class F1 of IRS M. 39-2001
Type Agglomerated
Drying Method 250°C for One hour before use or Recommendation as per Manufacturer.
6.3 |Shielding Gas :_|NA
: Fusion faces & adjacent surface are cleaned and made free from cracks,
7 Base metal preparation notches, mill scales, paints, grease, rust etc. which may affect weld quality.
7.1 _|Joint design details
TepBolt Fing Pt
(Sketch showing arrangements of parts, weld
details, weld passes & their sequence) i iy
= 1g.>.-
A Y Jl
Sude P,
. " I 3-1995, C1.7, IRS B1 - 2001, CI. 5
52 |joint preparation fgs ;;;;5:523353 199 1-2001,CI. 17 & WBC- 2001 &
8 |Welding Current =
Type C
Polarity ‘|Reverse
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9 [Weld
= e fer Qualification As per 1S:7310 (Part-I) - 1974
= Welding parameters and technique
% |
Welding parameters as below
Wekd Electrodes c A Wire Feed Electrical
elding Pass | wire dia. urrent rc Voltage ecaic
(::m]a EAinpe) Vol g Speed Tré\:]e/-lnfi;:;ed Stick out Gas :-‘/lov{v Rate
1 4 mm 425-5 ) e e
=500 27-32 12 -14 0.45-0.50 10- 15 N.A.
11.2 Welding Sequence and technique
= ulPz
%%\\\\\\ﬁ mr////,zg
Y @ B ¥V
N Z
N ~
] #
=
= -~
= 7
N =
N =
;\:m\\\\\\w W//ﬂ'/ﬂg
N B &
12 |Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying of NA
13 |[next weld bead
Root preparation before welding other
) NA
14 |side of groove welds
15 _|Preheating and inter pass temperature 1000C ~\ 50"
_16_|Peening NA
17 |Post weld treatment NA
| By re-welding after complete removal of defective weld as per CL.32.2 of
| Rectification of weld defect IS 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
19 |Inspection of weld Visual, D.P. Test, Macro Etching Test.
20 |Any other relevant detail None. 2
. . M 'y i U.
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WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDER 61.00m SPAN

NAME OF WORK : Akola - Kandwa Section : Conversion of track from MG to BG between Khandwa - Amalkhurd stations - -
Proposed Re-Constructionof ROR (Rail Over Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication and
Launching of open web through type welded steel girder of clear span 61.00m, supplying, fabrication & fixing of galvanised H-
Bean_-. type steel channel sleepers, Execution of earth works for approaches of ROR with COE, SQ2, blanketing to GE.14
Specification of RDSO and other protective works between Khandwa and Mordar stations.

Name and address of Fabricator -, [M4/s-SHAKTUI ENGINEERING EQUIPMENTS
SYNO-452, SULTANPUR,AMEENPUR, SANGAREDDY-TELANGANA
Welding Procedure specification No. . |SEE/SCR/61.00m/WPSS/014
. |RDSO/B-17182/R ; (Section of LO - U1 / END RACKER)
1__ [Drawing No. " |RDSO/B-17182/6R ; SECTIONONB - B
2 |Weld Joint description : |8mm, Fillet weld (Side Plate to Flange Plate (Inside / Outside Location)
. |15:2062:2011, Gr E250 B0, Fully Killed & Fully Normalized &
3 |Base Metal " |Base metal thickness (20mm X 12mm)
4  |Welding Process i |SAW (Submerged Arc Welding)
5 |Welding Position i |1R2F
6 |Welding Consumable

6.1 |Electrode/Wire

Class| : |W1ofIRS M.39/2001
Dia| : [4MM
Drying Method| : |NA

6.2 |Flux
Class] : |F1ofIRSM.39-2001
Type| : |Agglomerated
Drying Method| : |250°C for One hour before use or Recommendation as per Manufacturer.
6.3 [Shielding Gas : |NA

Fusion faces & adjacent surface are cleaned and made free from cracks,

7  |Base metal preparation notches, mill scales, paints, grease, rust etc. which may affect weld quality.

7.1 |Joint design details

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

=

|
3

€620~

\Side o1,
7.2 |Joint preparation ~ |Asper s 4353 -1995, CL7, IRS B1 - 2001, CL 17 & WBC - 2001 &
: * |IS9595-2003
8 Welding Current
Type| * |DC

== Polarity] : |Reverse _
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TR Qualification : _|As per I5:7310 (Part-1) - 1974
11 elding parameters and technique
5 |
Welding parameters as below
. Electrodes
Welding Pass wire dia. Current Arc Voltage wire Fewd Travel Speed Eh‘actrical Gas Flow Rate
(mm) (Amps) (Volt) 7paed (m/min) | SHekout | i
- (m/min) (mm)
4 mm 475 - 525 27 -32 12 -14 0.45 - 0.50 10- 15 N.A.
11.2 Welding Sequence and technique | :
RSN
::%’.‘\‘E
\‘?'-"\'\\\\
N
NN
a \E\\\\\
AN 0
12 |Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying of NA
13 |nextweld bead
Root preparation before welding other
: NA
14 |side of groove welds :
15 |Preheating and inter pass temperature 100°C —\SW° &
16 |Peening NA
17 |Post weld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect IS 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
18 Test.
19 |inspection of weld : " |Visual, D.P. Test, Macro Etching Test.
None.
20 |Any other relevant detail - —
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WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDER 61.00m SPAN

NAME OF WORK : Akola - Kandwa Section : Conversion of track from MG to BG between Khandwa - Amalkhurd stations -
Proposed Re-Constructionof ROR (Rail Over Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication and
Launching of open web through type welded steel girder of clear span 61.00m, supplying, fabrication & fixing of galvanised H-
BEaI'I:l type steel channel sleepers, Execution of earth works for approaches of ROR with COE, $Q2, blanketing to GE.14
Specification of RDSO and other protective works between Khandwa and Mordar stations.

Name and address of Fabricator

M/s. SHAKTHI ENGINEERING EQUIPMENTS
SYNO-452, SULTANPUR,AMEENPUR, SANGAREDDY-TELANGANA

Welding Procedure specification No. SEE/SCR/61.00m/WPSS/015
RDSO/B-17182/R ; (Section of L0 - U1 / END RACKER
1 _|Drawing No. RDSO/B-17182/6R ; SECTION ON B - B
2 |Weld Joint description 8mm, Fillet weld (Top Pfate to Side PTate (Inside Location)
15:2062:2011, Gr E250 BO, Fully Killed & Fully Normalized &
3 |Base Metal Base metal thickness (16mm X 20mm)
4 |Welding Process SAW (Submerged Arc Welding)
5 Welding Position 1F,2F
6 _ |Welding Consumable
6.1 |Electrode/Wire
Class W1 of IRS M. 39/2001
Dia 4 MM
Drying Method NA
6.2 |[Flux
Class F1 of IRS M. 39-2001
Type Agglomerated
Drying Method 250°C for One hour before use or Recommendation as per Manufacturer.
6.3 |Shielding Gas NA
Fusion faces & adjacent surface are cleaned and made free from cracks,
7  |Basemetal preparation notches, mill scales, paints, grease, rust etc. which may affect weld quality.
7.1 |Joint design details
(Sketch showing arrangements of parts, weld
details, weld passes & their sequence)
7.2 |Joint preparation
8 |Welding Current o o
.. Polarity| : |Reverse :
 IEE e AN ki I W) - A\ 1

T —— - p———
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9 _|Welder Qualification As per 1S:7310 (Part-1) - 1974
10 |Welding parameters and technique '
11.1 |Welding parameters as below
Electro ; i
Welding P SScen Current Arc Voltage WireFeed | 1 vel Speed Blectrical | 2 Flow Rate
ng Fass wire dia. (Amps) (Volt) Speed (m/min) Stick out (1/min)
(mm) (m/min) - (mm)
x - 4w 475.- 528 27-32 12 -1.4 0.45 - 0.50 10- 15 N.A.
11.2 |Welding Sequence and technique | : I
s,.-’
12 |Provision of run-on / run-off tabs : AN A
Cleaning of weld bead before layingof | |y,
13 [next weld bead
Root preparation before we]dmg other NA
14 |side of groove weids i e
15 |[Preheating and inter pass temperature 100°C —\ywu
16 |Peening NA
17 |Post weld treatment NA .
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect 1S 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
18 Test.
19 |Inspection of weld Visual, D.P. Test4- myure efching ’c.tk &
20 |Any other relevant detail None.
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Appendix-V (Ref.C1.26 of BI-2001)

WELDING PROCEDURE SPECIFICATION SHEET

UPEN WEB GIRDER 61.00m SPAN

Launching of
Beam type

NAME OF WORK : Akola - Kandwa Section : Conversion of track from MG to BG between Khandwa - Amalkhurd stations -

Proposed Re-Constructionof ROR (Rail Over Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication and
open web through type welded steel girder of clear span 61.00m, supplying, fabrication & fixing of galvanised H-

: steel channel sleepers, Execution of earth works for approaches of ROR with COE, SQ2, blanketing to GE.14

Specification of RDSO and other protective works between Khandwa and Mordar stations.

Name and address of Fabricator

M/s. SHAKTHI ENGINEERING EQUIPMENTS
SYNO-452, SULTANPUR,AMEENPUR, SANGAREDDY-TELANGANA

Welding Procedure specification No.

SEE/SCR/61.00m/WPSS/016

RDSO/B-17182/R ; (Section of LO - U1 / END RACKER )

1__|Drawing No. RDSO/B-17182/6R ; SECTION ON B - B
Z__[Weld joint description i, Fiiler weit {Side Piate t Top Piate {Outside Location]
[5:2062:2011, Gr E250 BO, Fully Killed & Fully Normalized &
3__|Base Metal Base metal thickness (16mm X 20mm)
4 _|Welding Process SAW (Submerged Arc Welding)
5 |Welding Position 1F,2F
6 |Welding Consumable
6.1 |Electrode/Wire
Class|. : |W1ofIRS M. 39/2001
Dia 4 MM
Drying Method NA
6.2 |Flux
Class F1of IRS M. 39-2001
Type Agglomerated .
Drying Method 250°C for One hour before use or Recommendation as per Manufacturer.
6.3 |Shielding Gas NA

7  |Base metal preparation

Fusion faces & adjacent surface are cleaned and made free from cracks,
notches, mill scales, paints, grease, rust etc. which may affect weld quality.

7.1 |Joint design details
(Sketch showing arrangements of parts, weld r@/ s PY.
details, weld passes & their sequence), R
1 Pasy ] \ "
el
]
i —508-
\rep or.
7.2 |Joint preparation As per IS 4353 -1995, CL7, IRS B1 - 2001, C1. 17 & WBC - 2001 &

1S 9595-2003

B8 |Welding Current

Type

DC

Polarity

Reverse i

1 ~
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- Appendix-V (Ref.Cl.26 of BI-2001)

= Welder Qualification : |As perIS:7310 (Part-1) - 1974

o We‘rding parameters amd tecimivoe i
111 |Welding parameters as below

Electrodes i
Welding Pass wire dia. (E::en]t Arc Voil;tage Wis'::::d Travel Speed E;i?;:r :;l Gas Flow Rate
olt i
(mm) s Vel (m/min) (/i) (mm) (/i)
1 4mm 425-500 27-32 12 -1.4 0.45 - 0.50 10- 15 N.A
112 |Welding Sequence and technique
| R D A TG s |
m J ’r] m

E
e
o -

12

Provision of run-on / run-off tabs

Yes
Cleaning of weld bead before laying of NA
13 |nextweld bead
Root preparation before welding other | .
: |[NA
14 |side of groove welds
15 |Preheating and inter pass temperature 100°C —\S\® o
16 |Peening NA
17 |Postweld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect IS 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
18 Test.
19 |Inspection of weld Visual, D.P. Test, Macro Etching Test.
20 |Any other relevant detail None. a)
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WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDEK 61.00m SPAN

NAME OF WORK : Akola - Kandwa Section : Conversion of track from MG to BG between Khandwa - Amalkhurd stations -

Proposed Re-Constructionof ROR

La

(Rail Over Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication and
unching of open web through type welded steel girder of clear span 61.00m, supplying, fabrication & fixing of galvanised H-

Beam type steel channel sleepers, Execution of earth works for approaches of ROR with COE, SQ2, blanketing to GE.14
Specification of RDSO and other protective works between Khandwa and Mordar stations.

Name and address of Fabricator

M/s. SHAKTHI ENGINEERING EQUIPMENTS
SYNO-452, SULTANPUR,AMEENPUR, SANGAREDDY-TELANGANA

Welding Procedure specification No.

SEE/SCR/61.00m/WPS5/017
1__|Drawing No. RDSO/B-17182/R ; (Section of U1 - U1' / PORTAL GIRDER
2__|Weld Joint description 6mm, Fillet weld (Top & Bottom Flange Plate to Web Plate)
15:2062:2011, Gr E250 BO, Fully Killed & Fully Normalized &
3__ |Base Metal Base metal thickness (10mm X 10mm)
4 |Welding Process SAW (Submerged Arc Welding)
5___|Welding Position 1F,2F
6  |Welding Consumable
6.1 |Electrode/Wire
Class W1 of IRS M. 39/2001
Dia 315MM
Drying Method NA
62 |Flux
| Class| : [F1ofIRS M.39-2001
Type Agglomerated
Drying Method 250°C for One hour before use or Recommendation as per Manufacturer. '
6.3 |Shielding Gas NA

Base metal preparation

Fusion faces & adjacent surface are cleaned and made ffee ffom cracks,
notches, mill scales, paints, grease, rust etc. which may affect weld quality.

Joint design details

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

|
7.2 |Joint preparation As per IS 4353 -1995, CL.7, IRS B1 - 2001, CI. 17 & WBC - 2001 &
1S9595-2003
i 8 Welding Current
Type DC
Polarity Reverse

<D

WA B e
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9  |Welder Qualification

As per 15:7310 (Part-1) - 1974

10 |Welding parameters and technique

11.1 |Welding parameters

as below
Electrodes ;
Welding Pass Current Arc Voltage Wite Ferd Travel Speed Biacrical Gas Flow Rate
¥ wiredia. | amps) (Volt) Speed (m/min) | SHckout ™ o)
(mm) (m/min) (mm)
1 3.15 mm 425 - 500 24-32 1.0 -25 0.40 - 0.50 10- 15 N.A.

11.2 |Welding Sequence and technique

=
12 |Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying of NA
13 |nextweld bead
: Root preparation before welding other | i
: ;[N
14 |side of groove welds
' o
15 |Preheating and inter pass temperature 100°C —\S® "~
16 |Peening : |[NA
" 17 |Post weld treatment : |[NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect IS 9595-2003 using A3 electrode of RS M:28-2017 after conducting D.P.
18 Test.
19 |Inspection of weld Visual, D.P. Test, Macro Etching Test.
ther relevant detail : |None. )
zu,fr-‘-,..‘_ iy - -~ ~krartnTS m D ..Jlx
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WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDER 61.00m SPAN

NAME OF WORK : Akola - Kandwa Section :

Prs =l ; Conversion of track from MG to BG between Khandwa - Amalkhurd stations -
r Posed Re-Constructionof ROR (Rail Over Rail) Br No0:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication and
unching of open web through type welded steel gi

rder of clear span 61.00m, supplyin fabrication & fixing of galvanised H-
gl::;lﬁtzrt?uﬁ chggnel sleepers, ExecLEtion of earth works for aps:maches of RO Igfvilh %OE, SQ2, blanket[ng to g:;,p,
and other protective works between Khandwa and Mordar stations.
Name and address of Fabricator . |M/s. SHAKTHI ENGINEERING EQUIPMENTS
__|SYNO-452, SULTANPUR,AMEENPUR, SANGAREDDY-TELANGANA
Welding Procedure specification No. :_|SEE/SCR/61.00m/WPSS/018
. |RDSO/B-17182/R ; (Section of ALL VERTICALS (U1-L1TOU9 - L9)
1 |Drawing No. " |and RDSO/B-17182/7
2__|Weld joint description 6mm, Fillet weld (Top & Bottom Flange Plate to Web Plate)
. |15:2062:2011, Gr E250 BO, Fully Killed & Fully Normalized &
3 |Base Metal __|Base metal thickness (10mm X 10mm)
4 |Welding Process SAW (Submerged Arc Welding)
5 __|Welding Position 1F,2F
6 ___|Welding Consumable .
6.1 |Electrode/Wire
Class| : |W1ofIRS M. 39/2001
Dia| : [3.15 MM
Drying Method| : |NA
6.2 |Flux
Clasg; - [F1ofIRSM, 20.2001
Type | : |Agglomerated
Drying Method| : [250°C for One hour before use or Recommendation as per Manufacturer.
6.3 |Shielding Gas : |INA
Fusion faces & adjacent surface are cleaned and made free from cracks,
7 Base metal preparation :

notches, mill scales, paints, grease, rust etc, which may affect weld quality.

7.1 |Joint design details

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

T T e

P YL ) 2 |
. L e eama——
tion As per IS 4353 -1995, C1.7, IRS B1 - 2001, Cl. 17 & WBC - 2001 &
7.2 |Joint prepara * |159595-2003
lding Current
8 |Weldhg™> Type| @ |DC

Polarity| : |Reverse
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9 _|Welder Qualificati Appendix-V (Ref.C1.26 of BI-2001)
"0 Wk Q - As per 15:7310 (Part-I) - 1974
- elding parameters and technique
111 Weld
L ar-';\meters . as below
Electrodes —
o e Wire Feed i
Welding Pass |  wire dia, {(:::::; A""—'(_:r":'llgﬂe Speed Travel Speed Elt?::;f: Gas Flow Rate
o] 2 i
- 15 mm 425 - 500 24-32 1.0 -25 0.40 - 0.50 10- 15 NA.
112 [Welding Sequence and technique
12 |Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying of NA
13 |nextweld bead
Root preparation before welding other
. NA
14 |side of groove welds
15 |Preheating and inter pass temperature 100%C
16 |Peening NA
17 |Postweld treatment NA
By re welding after complete removal of defective weld as per CL.32.2 55 |
Rectification of weld defect - |15 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
18 Test.
19 |Inspection of weld Visual, D.P. Test, Macro Etching Test.
20 |Any other relevant detail None. =X

b~

LW
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WELDING PROCEDURE SPECIFICATION SHEET

OPEN WEB GIRDER 61.00m SPAN
:g:n(::_::gﬁf I-:(‘;;‘?Ral‘:;lgdm:;fﬁ;n Conversion of track from MG to BG between Khandwa - Amalkhurd stations Prop?sed
open web through type welded?::ee] ]rdr N‘; 570/2 at Ch 570596-03411.1 in plac}a of Exg. ROR- Supply, Fabrication and Launching of
il iten 5 girder of clear span 61.00m, supplying, fabrication & fixing of galvanised H-Beam type steel
l‘{erS. ecution of earth works for approaches of ROR with COE, 5Q2, blanketing to GE.14 Specification of RDSO and
other protective works between Khandwa and Mordar stations,
Name and address of Fabricator ', |M/s. SHAKTHI ENGINEERING EQUIPMENTS
SYNO-452, SULT&NPUR.AMEENPUR, SANGAREDDY-TELANGANA
Welding Procedure specification No, :_|SEE/SCR/61.00m/WPSS/019
Drawing No. RDSO/B-17182/R ;(Section of ALLCROSSGIRDER (L0-L0 TO L9-L9')
2 Weld Joint description 12mm, Fillet weld (Top & Bottom Flange Plate to Web Plate)
| .. 115:2062:2011, Gr E250 BO, Fully Killed & Fully Normalized &
3 |Base Metal __|Base metal thickness (25mm X 12mm)
4 __ |Welding Process * _|SAW (Submerged Arc Welding)
5 |Welding Position : |1R2F
6 |Welding Consumable
6.1 |Electrode/Wire

Class| : |W1ofIRSM. 39/2001
Dia| : |4 MM
Drying Method| : |NA

6.2 |Flux
Class| : |F1ofIRS M, 39-2001
- Type| : |Agglomerated
Deying Method, » 1250°C for One hour before use or Reeoimmreindation as per Mamafactorer:
6.3 |Shielding Gas . [NA
Fusion faces & adjacent surface are cleaned and made free from cracks, notches,
7 Base metal preparation :

mill scales, paints, grease, rust etc. which may affect weld quality,

7.1 |joint design details

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

As per IS 4353 -1995, CL7, IRS B1 - 2001, CL. 17 & WBC - 2001 &
7.2 |loint preparation * |15 9595-2003

8 |Welding Current

Type| : |DC
Polarity K Reverse

—
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Appendix-V (Ref.CL26 of BI-2001)
9 _|Welder Qualification ;. |As per IS:7310 (Part-I) - 1974
I0 |Welding parameters and technique s [
111 |Welding parameters as below
Electrodes
Welding Pass | wire dia. Current Arc Voltage wasienl Travel Speed ST Gas Flow Rate
(mm (Amps) (Volt) Spead (m/min) Suckout (1/min)
) (m/min) (mm)
1 4 mm 475 - 525 27-32 12 -14 | 045-050 10- 15 N.A.
11.2 |Welding Sequence and technique
= L =
B L =
12 |Provision of run-on / run-off tabs : |Yes
Cleaning of weld bead before laying of NA
13 |next weld bead ;
'RUUT preparator oerore weldnmg otirer : NA
14 |side of groove welds
15 |Preheating and inter pass temperature | : 100°C —\ SV
16 |Peening : |NA
17 |Post weld treatment : |NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect IS 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
: |Test.
18
19 |Inspection of weld : |Visual, D.P. Test, Macro Etching Test.
ther relevant detail :_|None.
20 Aﬂy e ¥R 1 N B ’\
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Appendix-V (Ref.CL.26 of BI-2001)

WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDER 61.00m SPAN

;I:)M{[;:sl:: ;\’L’::RK 3 Akol.a - Kandwa Section : Conversion of track from MG to BG between Khandwa - Amalkhurd stations -
andpLa hle- onstructionof ROR (Rail Over Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication
unching of open web through type welded steel girder of clear span 61.00m, supplying, fabrication & fixing of

g;l.ﬁnised H-Beam type steel channel sleepers, Execution of earth works for approaches of ROR with COE, SQ2, blanketing to
| * Specification of RDSO and other protective warks between Khandwa and Mordar stations. :

Name and address of Fabricator . |M/s. SHAKTHI ENGINEERING EQUIPMENTS
" |SYNO-452, SULTANPUR,AMEENPUR, SANGAREDDY-TELANGANA
Welding Procedure specification No. : |SEE/SCR/61.00m/WPSS/020
1__|Drawing No. : |RDSO/B-17182/11 ; (ELEVATION FOR END CROSS GIRDER)
2 Weld Jnint descrintinn. . |12mm, Fillet weld (End Plate tn Cross Girder Weh Plate)
. |18:2062:2011, Gr E 250 BO, Fully Killed & Fully Normalized &
3 |Base Metal " |Base metal thickness (20mm X 12mm)
4 |Welding Process : |GMAW (Gas Metal Arc Welding)
5 |Welding Position : |Horizontal
6 |Welding Consumable
6.1  |Etectrode/Wire

Class| : |1ofIRS M-46-2013
Dia| : |[1.2ZMM
Drying Method| : |NA

6.2 |Flux
Class| : |NA
Type| : |NA
Drying Method| :@ |NA
6.3 |Shielding Gas . |coz
Fusion faces & adjacent surface are cleaned and made free from cracks,
7 Base metal preparation : |notches, mill scales, paints, grease, rust etc. which may affect weld
7.1 |Joint design details
(Sketch showing arrangements of parts, weld ,End Plate
1 2E _
details, weld passes & their sequence) 12 e i 1
RO SRR NNy | B
Cross Girdey ‘
Web PIt. 34704 M
—l20 -

As per IS 4353 -1995, C1.7, IRS B1 - 2001, CI. 17 & WBC - 2001 &

ration
7.2 |Joint prepa IS 9595-2003

8 |Welding Current
Type| : |DC

Dol amitesr - Daowrarco T
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o |Weidin : — As per 1S:7310 (Part-) - 1974
B Parameters ang technique -
111 Welding parameters as below
Electrodes
Welding Pass i A Current A Wire Feed Electri
8 wire dia, A r Voltage Speed | Travel Speed \ectrical Gas Flow Rate
(mm) (Amps) - (Volt) (m/min) Stick out :
= (m/min) 5 (mm) Ki/ntin)
.2 mm 5
= 130 _270 2f-?2 2.0-5.0 NA 12-15 16- 20
1-2 18U - Z70 24-37 ZU-50 NA 1Z-15 16-20
.2 mm 180 - 270 24-32 20-50 NA 12-15 16-20
11.2 Welding Sequence and technique
2
k1
12 [Provision of run-on / run-off tabs NA
Cleaning of weld bead before laying of | - YES
13 |nextweld bead
Root preparation before welding otier | NA
14 |side of groove welds
15 |Preheating and inter pass temperature 100°C —\S>° &
16 |Peening NA
17 |Post weld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect IS 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
18 Test.
19 |Inspection of weld Visual, D.P. Test.
20 _[Any other relevant detail - Nope AN O
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WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDER 61.00m SPAN

NAME OF WORK : Akola - Kandwa Section : Gonversion of track from MG to BG between Khandwa - Amalkhurd stations -
Proposed Re-Constructionof ROR (Rail Over Rail) Br No:570/2"at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication
and Launching of open web through type welded steel girder of clear span 61.00m, supplying, fabrication & fixing of
galvanised H-Beam type steel channel sleepers, Execution of earth works for approaches of ROR with COE, SQ2, blanketing to
|GE.14 Specification of RDSO and other protective warks hetween Khandwa and Mordar stations.

M/s. SHAKTHI ENGINEERING EQUIPMENTS

Name and i
address of Fabricator SYNO-452, SULTANPUR, AMEENPUR, SANGAREDDY-TELANGANA

Welding Procedure specification No. : |SEE/SCR/61.00m/WPSS/021
1 Drawing No. : |RDSO/B-17182/11 ; (CROSS GIRDER BRACKET, DETAIL H)
2 Weld Joint deseription. ¢ lamm, Fillat weld
. |15:2062:2011, Gr E250 BO, Fully Killed & Fully Normalized &
3 |Base Metal " |Base metal thickness (10mm X 10mm)
4  |Welding Process : |GMAW (Gas Metal Arc Welding)
5 Welding Position : |Horizontal
6 |Welding Consumable

6.1 [Electorode/vire

Class| : |[1ofIRS M-46-2013
Dia| : |1.2ZMM
Drying Method| : |NA

6.2 |Flux

Class| : [NA

Type| : |[NA
Drying Method| : [NA
6.3 |Shielding Gas : |CO2

Fusion faces & adjacent surface are cleaned and made free from cracks,

7 |Base metal preparation i |notches, mill scales, paints, grease, rust etc. which may affect weld
Guality.

7.1 |Joint design details

: Rib Piate
e 2 "280x10x250

7=
oy i
7.2 |Joint preparation . |As per 154353 -1995, C1.7, IRS B1 - 2001, Cl. 17 & WBC - 2001 &
' |159595-2003

8 |Welding Current

Type| : |DC

Polarity| : |Reverse

'S
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9 ; ;
Welder Qualification As per 1S:7310 (Part-I) - 1974
10 |Welding parameters and technique
11.1 |Welding parameters as below
Electrodes i i
Welding Pass wire dia. Current Arc Voltage Wlsre F?d Travel Speed Esl?c:cncal Gas Flow Rate
( (Amps) (Volt) e (m/min) MR (I/min)
mm) (m/min) (mm)
1 I.Zmm 180 - 270 24-37 20-50 ¢ NA 12-15 16-20
11.2 |Welding Sequence and technique NA
12 |Provision of run-on / run-off tabs : |NA
Cleaning of weld bead before laying of | NA
13 |next weld bead
Root preparation before welding other NA
14 |side of groove welds
15 |Preheating and inter pass temperature 100°C—\ o —
16 |Peening NA
17 |Post weld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect IS 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
18 Test.
19 |Inspection of weld Visual, D.P. Test.
20 |Any other relevant detail None. - g_\
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WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDER 61.00m SPAN

NAME OF WORK : Akola - Kandwa Section : Conversion of track from MG to BG between Khandwa - Amalkhurd stations -
Proposed Re-Constructionof ROR (Rail Over Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication and
Launching of open web through type welded steel girder of clear span 61.00m, supplying, fabrication & fixing of galvanised H-
Beam type steel channel sleepers, Execution of earth works for approaches of ROR with COE, SQ2, blanketing to GE.14
Specification of RDSO and other protective works between Khandwa and Mordar stations.

Name and address of Fabricator

M/s. SHAKTHI ENGINEERING EQUIPMENTS
SYNO-452, SULTANPUR, AMEENPUR, SANGAREDDY-TELANGANA

[Welding Procedure specification No.

SEE/SER/61.50m/ WPSE/022

RDSO/B-17182/R ; (Section of ALL STRINGERS (L0 - L1,L1-L2,L2-

1__|Drawing No. 13,L3-L4) & RDSO/B-17182/12/1 IN ELEVATION
2 |Weld Joint description 12mm, Fillet weld (Top & Bottom Flange Plate to Web Plate)
15:2062:2011, Gr E250 BO, Fully Killed & Fully Normalized &
3 _ |Base Metal Base metal thickness (25mm X 12mm)
4 |Welding Process SAW (Submerged Arc Welding)
5 [Welding Position : - |1F2F
6  |Welding Consumable
6.1 |Electrode/Wire
Class W1 of IRS M. 39/2001
Dia| : [4MM
Drying Method NA
6.2 |[Flux
- Class F1of IRS M. 39-2001
Type Agglomerated
Drying brethod| © [256°€ for Ome our before sseoF Recommendation a5 pey Manufacturer.
6.3 |Shielding Gas : [NA
. Fusion faces & adjacent surface are cleaned and made free from cracks,
7  |Basemetal preparation notches, mill scales, paints, grease, rust etc. which may affect weld quality.
7.1 |Joint design details
(Sketch showing arrangements of parts, weld
details, weld passes & their sequence)
7.2 |Joint preparation al;s ;;;;52:3;533 -1995, C1.7, IRS B1 - 2001, C1. 17 & WBC - 2001 &
g |Welding Current
Type DC
Polarity » I | Reverse QO

| PTR
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Appendix-V (Ref.C1.26 of BI-2001)

9 _ [Welder Qualification As per I5:7310 (Part-1) - 1974 '
10 |Welding parameters and technique
11.1 |Welding parameters as below
Electrodes i
Welding Pass wire dia Current Arc Voltage w'sl:el:?d Travel Speed g—_?gﬂ?tl Gas Flow Rate
] Amps It '
(mm) (Amps) (Volt) (on/in) (m/min) tenit) (1/min)
: [ 4mm | 475-525 27-32 12 -i4 | 645-050 [ 10- IS A
11.2 |Welding Sequence and technique
= || =
I DRI LT _J-‘h.“_.:_- i YRR L —I
12 |Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying of NA
13 |next weld bead
‘Root preparation before welding other | |
: : |NA
14 |side of groove welds
15 |Preheating and inter pass temperature 100°C ~\ S &
16 |Peening INA
17 |Post weld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect IS 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
18 Test.
19 |Inspection of weld Visual, D.P. Test, Macro Etching Test.
0 |Any other relevant detail None. fa)
20 120y o = Wy
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WELDING PROCEDURE SPECIFICATION SHEET

OPEN WEB GIRDER 61.00m SPAN

NAME OF WORK : Akola - Kandwa Section : Conversion of track from MG to BG between Khandwa - Amalkhurd stations -
Proposed Re-Constructionof ROR (Rail Over Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication
and Launching of open web through type welded steel girder of clear span 61.00m, supplying, fabrication & fixing of
galvanised H-Beam type steel channel sleepers, Execution of earth works for approaches of ROR with COE, 5Q2, blanketing to
GE.14 Specification of RDSO and other protective works between Khandwa and Mordar stations.

Name and address of Fabricator

M /s, SHAKTH] ENGINEERING EQUIPMENTS
SYNO-452, SULTANPUR,AMEENPUR, SANGAREDDY-TELANGANA

Welding Procedure specification No.

SEE/SCR/61.00m/WPSS/023

1 __|Drawing No. RDSO/B-17182/12/1 ; (END BRACKET IN ELEVATION)
2 [Weld Joint description 12mm, Fillet weld (Top & Bottom Flange Plate to Web Plate)
1S:2062:2011, Gr E250 BO, Fully Killed & Fully Normalized &
3  |Base Metal Base metal thickness (25mm X 1Zmm)
4 |Welding Process SAW (Submerged Arc Welding)
5 |Welding Position 1F,2F
6 |Welding Consumable
6.1 |Electrode/Wire
Class W1 of IRS M. 39/2001
Dia| : |4MM
Drying Method| @ [NA
6.2 |Flux ]
. Class F1 of IRS M. 39-2001
Type Agglomerated .
Drying Method 250°C for One hour before use or Recommendation as per Manufacturer.
6.3 |Shielding Gas NA
i Fusion faces & adjacent surface are cleaned and made free from cracks,
7  |Base metal preparation notches, mill scales, paints, grease, rust etc. which may affect weld
quality.
7.1 |Joint design details
mm—\‘l._i_x //— e
SIEI 2 g .
RE:
2 La. 150x150x12x200 Fe
PLI90x10x747 .
BOTTOM FL. -
D2 Exde 450
- ———— D I L6 |
72 |Joint preparation As per IS 4353 -1995, C1.7, IRS B1 - 2001, C1. 17 & WBC - 2001 &
IS 9595-2003
8 |Welding Current
Type DC
. _ Polari Reverse )
— e manTing LOULLLduLUL Vi VvV A5
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9 |Welder Qualification

Appendix-V (Ref.C1.26 of BI-2001)

As per 1S:7310 (Part-1) - 1974
10 |Welding parameters and technique
111 |Welding parameters as below
Electrodes :
Welding Pass | wire dia Current Arc Voltage w;r:el;:;d Travel Speed Esﬁmﬁ Gas Flow Rate
& -~ _
(mm) (Amps) (Volt) (/) (m/min) emns) (1/min)
1 4 mm 475-525 27-32 12 -14 | 045-050 10- 15 N.A.
11.2 |Welding Sequence and technique | : |
2
12  [Provision of run-on / run-off tabs YES
Cleaning of weld bead before laying of NA
13 |next weld bead
Reot preparation before welding other INA
14 |side of groove welds ’
15 |Preheating and inter pass temperature 100°%C —\$e°
16 |Peening NA
17 |Postweld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect IS 9595-2003 using A3 electrode of RS M:28-2017 after conducting D.P.
18 Test.
19 |Inspection of weld Visual, D.P. Test, Macro Etching Test.
20 |Any other relevant detail None.

A\

s . % _Ph .Y
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WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDER 61.00m SPAN

NAM . "
%p:sg:;:ﬁ:zx ns.tf‘::tliz- K:l;dwa Se_cuon : Conversion of track from MG to BG between Khandwa - Amalkhurd stations -
Launching of open web u-.m OR (Rail Over Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication and
Beam type steel chanal ;"Ollgh type welded steel girder of clear span 61.00m, supplying, fabrication & fixing of galvanised H-
Shetication of B el sleepers, Execu'tion of earth works for approaches of ROR with COE, 5Q2, blanketing to GE.14

N of RDSO and other protective works between Khandwa and Mordar stations.

Name and address of Fabricator . .|M/s. SHAKTHI ENGINEERING EQUIPMENTS
' _|SYNO-452, SULTANPUR AMEENPUR, SANGAREDDY-TELANGANA
Welding Procedure specification No. : |SEE/SCR/61.00m/WPss/024
1 [Drawing No, :_|RDSO/B-17182/13 ; (SWAY BRACING)
2 |Weld Joint description *_|6mm, Fillet weld (Top & Bottom Flange Plate to Web Plate)
. |15:2062:2011, Gr E250 BO, Fully Killed & Fully Normalized &
3 |Base Metal __|Base metal thickness (10mm X 10mm)
4 ‘Weldﬂgercess ¢ |SAW (Submerged Arc Welding)
5 |Welding Position i |1F,2F
6 |Welding Consumable

6.1 |Electrode/Wire

Class| : [W1ofIRSM.39/2001
Dia] : |3.15MM
Drying Method| : |NA

6.2 |Flux
Class| : [F1ofIRSM.39-2001
Type | : -|Agglomerated
Drying Method| : |250°C for One hour before use or Recommendation as per Manufacturer.
6.3 |Shielding Gas ¢ INA
. Fusion faces & adjacent surface are cleaned and made free from cracks,
7  |Base metal preparation " |notches, mill scales, paints, grease, rust etc. which may affect weld quality.

7.1 |Joint design details

(Sketch showing arrangements of parts, weld e o
details, weld passes & their sequence) _ 1 . 160%

§ WERB PL. 620x10

FL. PL. 160x10

SWAY GIRDER

U U tis. AL
As per IS 4353 1995, CL.7, IRS B1 - 2001, CL 17 & WBC - 2001 &

tion .
7.2 |Joint prepara * '|159595-2003
g |Welding Current
T}rpe : |DC
Polarity| : [Reverse ) |
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Welding parameters and technique ‘ (Rart) - 1974
11.1 |weldin parameters
as below
Welding p Electrodes c Wire F
n 5
gPass | wire dia, urrent Arc Voltage reFeed |, ol Speed | Electrical | e
(mm) (Amps) (Volt) Speed (m/mi Stick out ow
1 3.15 Ll i) (mm) (}/min)
L. .15 mm 425 - -
5-500 24-32 10-25 | 040-050 | 10- 15 NA.
11.2 Welding Seqhence and technique
12 |Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying of NA
13 |next weld bead
Root preparation before welding other | NA
14 [side of groove weids [
15 |Preheating and inter pass temperature 100°C —\su* &
16 |Peening NA
17 |Post weld treatment NA :
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect IS 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
Test.
18
19 |Inspection of weld Visual, D.P. Test, Macro Etching Test
None. fal
other relevant detail .
20 |Any . .

e METIT TV s olen mmwir e [T AMVEYraatsTe
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WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDER 61.00m SPAN

NAME OF WORK : Akola - Kandwa Section : Conversion of
Proposed Re-Constructionof ROR (Rail Over Rail
Launching of open web through type welded ste
Beam type steel channel sleepers,
Specification of RDSO and other p

track from MG to BG between Khandwa - Amalkhurd stations -
) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication and

el girder of clear span 61.00m, supplying, fabrication & fixing of galvanised H-
Execution of earth works for approaches of ROR with COE, $Q2, blanketing to GE.14
rotective works between Khandwa and Mordar stations.

Name and address of Fabricator M/s. SHAKTHI ENGINEERING EQUIPMENTS

SYNO-452, SULTANPUR, AMEENPUR, SANGAREDDY-TELANGANA

Welding Procedure specification No,

SEE/SCR/61.00m/WPSS/025
1 |Drawing No. RDSO/B-17182/15 ; (TOP LATERAL BRACING) T JOINT
2__|Weld joint description | 6mm, Fillet weld (Top Flange Plate to Web Plate)
’ . [15:2062:2011, Gr E250 BO, Fully Killed & Fully Normalized &
3__|Base Metal " _|Base metal thickness (10mm X 10mm)
4 |Welding Process SAW (Submerged Arc Welding)
5 |Welding Position 1F,2F
6 |Welding Consumable
6.1 |Electrode/Wire

Class| : [W1ofIRSM.39/2001
Dia| : |3.15 MM

Drying Method| : [NA
6.2 |Flux
Class| : |F1ofIRSM.39-2001
Type| : |Agglomerated _
Drying Method| : |250°C for One hour before use or Recommendation as per Manufacturer.
6.3 |Shielding Gas : |NA
-|Fusion faces & adjacent surface are cleaned and made free from cracks,
7  |Base metal preparation :

notches, mill scales, paints, grease, rust etc. which may affect weld quality.

7.1 |Joint design details

(Sketch showing arrangements of parts, weld 250

details, weld passes & their sequence) TOP FL. PL. 250x10

2] _p/T— WEB PL. 150x10
TOP LAT: BRACINGS
(Ur .Uy U3, Us Uy)

: - As per IS 4353 -1995, 1.7, IRS B1 - 2001, CL 17 & WBC - 2001 &
72 [lotnt preparation * |15 9595-2003

g8 |Welding Current

Type| : |DC
Polarity| : .|Reverse
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= far Qualification As per 1S:7310 (Part-I) - 1974
Welding parameters and technique
11.1 i
Welding parameters as below
Electrodes
Weldln Pasg Clll'rent Arc vo'lta e Wil‘l! FEEd EleCtriCal
g w;:-: ':;a. (Amps) Volo B Speed Tr?:]jl SFeed Stickout | G35 Flow Rate
- - ‘ (m/min) min) () (1/min)
3.15 o 425 - 580 24-32 18 -25 | 846-850 19- 15 NA.
11.2 |Welding Sequence and technique
1 2
12 |Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying of NA
13 |nextweld bead :
‘Root preparation before welding other | . [NA
14 |side of groove welds
15 |Preheating and inter pass temperature 100°C —\$*"*
16 |Peening NA
17 |Post weld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect IS 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
19 |Inspection of weld Visual, D.P. Test, Macro Etching Test.
20 |Any other relevant detail None. - M
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WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDER 61.00m SPAN

::lﬁi)un ; "L:R-:nversmn of track from MG to BG betweerr Khandwa - Amatkhurd stations -
ver Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication

and Launching of open web through type welded steel girder of clear span 61.00m br fxin

galvanised H-Beam type steel cha '

o - supplying, fabrication & fixing of
nnel sleepers, Execution of earth works for approaches of ROR with COE, SQ2, blanketing to
GE.14 Specification of RDSO0 and other protective works between Khandwa and Mo

rdar stations.
Name and address of Pabricator ., IM/s. SHAKTHI ENGINEERING EQUIPMENTS
- ~_|SYNO-452, SULTANPUR, AMEEN PUR, SANGAREDDY-TELANGANA
Welding Procedure specification No. SEE/SCR/61.00m/WPSS/026
. : |RDSO/B-17182/4/R ; BOTTOM CHORD ; SECTION ON A - A (BATTEN
Drawing No. PLATE)
. |6mm, Fillet weld (Top & Bottom Flange Plates to Battern Plate , Outside
2 Weld loint descrintion . |Lacation)
. |15:2062:2011, Gr E250 B0, Fully Killed & Fully Normalized &
3 |Base Metal __|Base metal thickness (16mm X 10mm)
4 __|Welding Process GMAW (Gas Metal Arc Welding)
S Welding Position Horizontal
6__ |Welding Consumable
6.1 |[Electrode/Wire
Class| : |10fIRS M-46-2013
Dia| @ |12MM
Drying Method| : |NA
6.2 |Flux
Classl|, : INA
Type| : |NA
Drying Method| : [NA
6.3 |Shielding Gas :_|C02
Fusion faces & adjacent surface are cleaned and made free from cracks,
7  |Base metal preparation : |notches, mill scales, paints, grease, rust etc. which may affect weld

Yudlity:

7.1 |Joint design details

(Sketch showing arrangements of parts, weld Side Plt
details, weld passes & their sequence)

;_,1 0 Top/Bott Fing.Pit

)
! " Batten Pt 6

= As per IS 4353 -1995, CL7, IRS B1 - 2001, CL. 17 & WBC - 2001 &
7.2 |Joint prepara * |159595-2003

g8 |Welding Current

Type : |DC

Polarity| : |Reverse 0

P, 3 N ﬁl./v\
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Appendix-V (Ref.CL.26 of BI-2001)

9 |Welder Qualification As per IS:7310 (Part-I) - 1974
10 |Welding parameters and technique
11.1 |Welding parameters as below
Electrodes Wire Feed Electrical
Welding Pass | wire dia. C::ent Arc(;.;ollgnge Speed Travel S!:leed — Gas(f’}zlv;nf;ate
(i
(mm) CAmys) (m/min) | (™/min) (mm)
1 | LZmm ¢ 6G- 270 24-32 | 29-50 NA 12-15 16- 20
11.2 |Welding Sequence and technique
e T
—— e = ] Lo ?
[ 4] =
12 |Provision of run-on / run-off tabs NA
Cleaning of weld bead before laying of NA
13 |next weld bead
Roct preparation before welding other NA
14 |side of groove welds
15 |Preheating and inter pass temperature 1009C O
16 |Peening NA
17 |Post weld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect IS 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
Test.
18
19 |Inspection of weld Visual, D.P. Test.
20 |Any other relevant detail None. &
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Appendix-V (Ref.C1.26 of BI-2001
WELDING PROCEDURE SPECIFICATION SHEET

OPEN WEB GIRDER 61.00m SPAN

NAME OF WORK :Aku'r.a - Kandwa Section : Eomrversiun of track from MG t BG between Khandwa - Amatidrard stations -
Pl‘gpf:ed R:e-Constmcuonof ROR (Rail Over Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication
and Launching of open web through type welded steel girder of clear span 61.00m, supplying, fabrication & fixing of

g;lvanised H-Beam type steel channel sleepers, Execution of earth works for approaches of ROR with COE, SQ2, blanketing to
-14 Specification of RDSO and other protective works between Khandwa and Mordar stations.

Name and address of Fabricator | . |M/s. SHAKTHI ENGINEERING EQUIPMENTS
SYNO-452, SULTANPUR,AMEENPUR, SANGAREDDY-TELANGANA
Welding Procedure specification No. SEE/SCR/61.00m/WPSS/027
RDSO/B-17182/4/R ;BOTTOM CHORD ; SECTION ON B - B (BATTEN
1 |Drawing No. PLATE)
. |6mm, Fillet weld (Top & Bottom Flange Plates to Battern Plate,, Outside
2 |Weld Joint description " |Location)

‘15:2062:2011, Gr E250 BO, Fully Killed & Fully Normalized &

3 |Base Metal Base metal thickness (20mm X 10mm)
4  |Welding Process ! |GMAW (Gas Metal Arc Welding)
5 |Welding Position : |Horizontal
6  |Welding Consumable
&1 Electrode /Wire 5 :
Class| . |1ofIRS M-46-2013
Dia|l * |12 MM
Drying Method| : [NA
6.2 |Flux
- Class| @ |NA
Type| : [NA
Drying Method| : [NA
6.3 |Shielding Gas :{C02

Fusion faces & adjacent surface are cleaned and made free from cracks,

7  |Base metal preparation notches, mill scales, paints, grease, rust etc. which may affect weld quality.|

7.1 |Joint design details

(Sketch showing arrangements of parts, weld  Side.Pit
details, weld passes & their sequence)

20

-Top/Batt Fing.Plt
20

r‘“) =1
WF f Batten.Pit 6
. 540 ,

As per 1§ 4353 -1995, CL.7, IRS B1 - 2001, CI. 17 & WBC - 2001 &

7.2 |Joint preparation 1S 9595-2003

lding Current
S Welcing -> Type| : |DC

Dalartul *° |Revarce ﬂ 1
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Appendix-V (Ref.C1.26 of BI-2001)
9
= We]dtlar Qualification As per 1S:7310 (Part-I) - 1974
Wel ding parameters and technique
111 Welding parameters as below
3 Electrodes i .
Welding Pass | wire dia. Current ArcVoltage | ol Travel Speed El'c,"cmcal Gas Flow Rate|
(Amps) (Volt) Speed (m/min) Stck out (1/min)
(mm) (m/min) (mm)
1 1.2 mm 180 - 270 24-32 20-5.0 NA 12-15 16 - 20
112 |Welding Sequence and technique |
K ]
£y e
12 |Provision of run-on / run-off tabs NA
Cleaning of weld bead before [aying of | NA
13 |next weld bead
Root preparation before welding other
NA
14 |side of groove welds
15 _|Preheating and inter pass temperature | : |100°C = WO
16 |Peening NA
17 |Post weld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Dectification of weld defoct 155595-2003 using A3 electrode of IRS M:26-2017 afer comducting D.F:
18 Test.
19 |Inspection of weld Visual, D.P. Test.
levant detail None. Q
20__|Any other rele P T,




Page -055
Appendix-V (Ref.C1.26 of BI-2001)

WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDER 61.00m SPAN

NAME OF WORK : Akola - Kandwa Section : Conversion of track from MG to BG between Khandwa - Amalkhurd stations -

szllll-lased Re-Constructionof ROR (Rail Over Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication
and Launching of open web through type welded steel girder of clear span 61.00m, supplying, fabrication & fixing of

galvanised H-Beam type steel channel sleepers, Execution of earth works for approaches of ROR with COE, SQ2, blanketing to

GE.14 Specification of RDSO and other protective works between Khandwa and Mordar stations.

Name and address of Fabricator . [M/s. SHAKTHI ENGINEERING EQUIPMENTS
* |sYNO-452, SULTANPUR AMEENPUR, SANGAREDDY-TELANGANA
Welding Procedure specification No. : |SEE/SCR/61.00m/WPSS/028
1 __|Drawing No. RDSO/B-17182/5/R ;TOP CHORD; SECTION ON A - A (BATTEN PLATE)

6mm, Fillet weld (Top & Bottom Flange Plates to Battern Plate , Outside
2__|Weld Joint description

Location)

. |15:2062:2011, Gr E250 BO, Fully Killed & Fully Normalized &
3__|Base Metal " |Base metal thickness (16mm X 10mm)
4 |Welding Process : |GMAW (Gas Metal Arc Welding)

5__ |Welding Position * |Horizontal
6 Welding&n'sumable
6.1 _|Electrode/Wire
Class| : |1ofIRSM-46-2013
Dia| @ |1.2MM
Drying Method| @ |NA
6.2 |Flux
Class| : [NA
Type| -: [NA
Drying Method| : |NA
6.3 |Shielding Gas i |co2

Fusion faces & adjacent surface are cleaned and made free from cracks,

7  |Basemetal preparation notches, mill scales, paints, grease, rust etc. which may affect weld quality.

7.1 |Joint design details

(Sketch showing arrangements of parts, weld 4

b
. Side./it
details, weld passes & their sequence) 7n o
]
—~f—12
; Top/Bott Fing.PIt
bt [1° 150
en/ | " ! Batten.Pit l\.:ﬁ
530— |
7.2 |Joint preparation . |As per IS 4353 -1995, CL.7,IRS B1 - 2001, CI. 17 & WBC - 2001 &

15§ 9595-2003

g8 |Welding Current

Type| @ |DC
Polarity| * |Reverse o
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10_|Welding parameters and technique 210 (Part) - 1974
11.1 |Welding parameters
as below
Weldi Electrodes C Wire Feed
elding Pass urrent re Fee i
4 wire dia. A Arc Voltage o Travel Speed E]ectrlcal Gas Flow Rate
(mm) (Amps) (Volt) pe : Stick out
" s (m/min) (m/min) (mm) (I/min)
& Mm 180-27 3
0 24-32 20-5.0 NA 12-15 16-20
112 |Welding Sequence and technique
e @é
(1)
12 |Provision of run-on / run-off tabs NA
Cleaning of weld bead before laying of NA
13 |nextweld bead
Root preparation before welding other NA
14 |side of groove welds
15 |Preheating and inter pass temperature 100°C —\$¥' &
16 |Peening NA
17 |Post weld treatment NA ‘
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect IS 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
Test.
18
19 |msp ection of weld Visual, D.P. Test.
t detail None: b )
20 |Anv other relevan = A
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WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDER 61.00m SPAN

NAME OF WORK : Akola -
Proposed Re-Constructionof ROR (Rail Over Rail)

Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication
;:ﬂal-::;:zh}i;% ::;pen web t{lrough type welded steel girder of clear span 61.00m, supplying, f::fication & ];Iiiig of
GE.14 Specificati type steel channel sleepers, Execution of earth works for approaches of ROR with COE, $Q2, blanketing to
Pecilication of RDSO and other protective works between Khandwa and Mordar stations,
Name and address of Fabricator . |M/s.SHAKTHI ENGINEERING EQUIPMENTS
" |SYNO-452, SULTAN PUR,AMEENPUR, SANGAREDDY-TELANGANA
Welding Procedure specification No, SEE/SCR/61.00m/WPSS/029

1 me'lng No.

RDSO/B-17182/5/R ;TOP CHORD; SECTION ON B - B (BATTERN PLATE
6mm, Fillet weld (Top & Bottom Flange Plates to Battern Plate, Outside
2__|Weld Joint description " |Location)
. [15:2062:2011, Gr E250 BO, Fully Killed & Fully Normalized &
3 |Base Metal " |Base metal thickness (20mm X 10mm)
4 __|Welding Process GMAW (Gas Metal Arc Welding)
5 Welding Position Horizontal
6 |Welding Consumable
6.1 |Electrode/Wire
Class| : |1ofIRS M-46-2013
Dia| : |1.2MM
Drying Method| : |NA
6.2 |Flux
- Class| : [NA -
Type| : |NA~
Drying Method| : |NA
6.3 _|Shielding Gas ¢ |coz
Fusion faces & adjacent surface are cleaned and made free from cracks,
7 Base metal preparation :

notches, mill scales, paints, grease, rust etc. which may affect weld quality.

7.1 |Joint design details

-

(Sketch showing arrangements of parts, weld [ side.>nt ..:—
details, weld passes & their sequence) ;
=18 ;
~Top/Bott Fing.Pit 2
= é 20!"" r‘tG —150—F
T ~ o

Bbj‘l r f Batten.P t | E\dﬁ

= As per IS 4353 -1995, C1.7, IRS B1 - 2001, CL. 17 & WBC - 2001 &
72 [[Joseprapmraner * 115 9595-2003

8 |Welding Current

Type| : [DC
Polarity] : [Reverse a

R o S —————— . [ RE— ) = M [ % P A
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Appendix-V (Ref.C1.26 of BI-2001)

9 __|Welder Qualification As per 15:7310 (Part-I) - 1974
10 |Welding parameters and technique
11.1 |Welding parameters as below
Electrodes i
Welding Pass wire dia, Current Arc Voltage wg:ﬂi?d Travel Speed glg;t:z CL::I Gas Flow Rate
' Am olt
(mm) (Amps) (Volt) (m/min) (m/min) fii) (1/min)
1 1.2 mm 180-270 24 -32 2.0-5.0 NA 12-15 16-20
112 |Welding Sequence and technique | - |
R F =
= o
12 |Provision of run-on / run-off tabs NA
Cleaning of weld bead before laying of
13 [next weld bead NA
‘Koot preparation before welding other | [
: |NA
14 [|side of groove welds
15 |Preheating and inter pass temperature 100%C -\
16 |Peening NA
17 |Postweld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect IS 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
18 Test.
19 |Inspection of weld Visual, D.P. Test.
20 |Any other relevant detail None. i O
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Appendix-V (Ref.C1.26 of BI-2001)

WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDER 61.00m SPAN

NAME OF WORK : Akola - Kandw.

Proposed Re-Constructionof ROR
and Launching of

galvanised H-Bea
GE.14 Specificat

a Section : Cogwersion of track from MG to BG between Khandwa - Amalkhurd stations -
(Rail Over Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication
open web through type welded steel girder of clear span 61.00m, supplying, fabrication & fixing of

m type steel channel sleepers, Execution of earth works for approaches of ROR with COE, SQ2, blanketing to
on of RDSO and other protective works between Khandwa and Mordar stations.

Name and address of Fabricator

M/s. SHAKTHI ENGINEERING EQUIPMENTS
SYNO-452, SULTANPUR, AMEENPUR, SANGAREDDY-TELANGANA

Weiding Procedure specification No.

SEE/SCR/61.60m/Wr55/636

RDSO/B-17182/6/R ;END RACKER; SECTION ON B - B (BATTERN

Drawing No. PLATE)
Z__|Weld joint description 6mm, Fillet weld (Flange Plates to Battern Plate , Outside Location)
3 BaneMatil 15:2062:2011, Gr E250 BO, Fully Killed & Fully Normalized &
- Base metal thickness (12mm X 10mm)
4 _|Welding Process GMAW (Gas Metal Arc Welding) _
5 Welding Position Horizontal
6 |Welding Consumable

6.1 |Electrode/Wire

Class 1 of IRS M-46-2013
Dia 1.2 MM
Drying Method NA
6.2 |Flux
Class NA
Type NA
Drying Method NA
C02

6.3 |Shielding Gas

7 Base metal preparation

Fusion faces & adjacent surface are cleaned and made free from cracks, |
notches, mill scales, paints, grease, rust etc. which may affect weld
quality.

7.1 |Joint design details

{Sketch showing arrangements of parts, weld
details, weld passes & their sequence)

U sidepit |21

Top/Bott Fing.PIt
12 r1 0 —180—¢
"\ Batten.Pit 6

ﬁhfl : ' o
L 540

7.2 |Joint preparation

As per IS 4353 -1995, C1.7, IRS B1 - 2001, C. 17 & WBC - 2001 &
IS 9595-2003

8 |Welding Current

Type DC
Polarity| : |[Reverse A
TR .Y UV Arda
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9 __|Welder Qualification As per 15:7310 (Part-I) - 1974
10 _|Welding parameters and technique
111 |Welding parameters as below
Electrodes
Welding Pass | wire dia, Current Arc Voltage W}Sr:ez::ied Travel Speed Estgr ::ft] Gas Flow Rate
(mm) AN} (Vol) (m/min) (m/min) (mm) (1/min)
1 1.2 mm 180- 270 24-32 20-5.0 NA 12-15 16 - 20
11.2 |Welding Sequence and technique
— T
12 |Provision of run-on / run-off tabs NA
Cleaning of weld bead before laying of
13 |next weld bead NA
Root preparation before welding other
" NA
14 |side of groove welds
15 |Preheating and inter pass temperature | : | 100°C —\g>"
16 |Peening NA
17 |Post weld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
! Rectification of weld defect 1S9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
18 Test. |
19 ]nSpECﬁUn of weld Visual, D.P. Test.
20 |Any other relevant detail None. .
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WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDER 61.00m SPAN

NAME OF WORK : Akola - Kandwa Section : Conversion of track from MG to BG between Khandwa - Amalkhurd stations -
Proposed Re-Constructionof ROR (Rail Over Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication
and Launching of open web through type welded steel girder of clear span 61.00m, supplying, fabrication & fixing of
galvanised H-Beam type steel channel sleepers, Execution of earth works for approaches of ROR with COE, SQ2, blanketing to
GE.14 Specification of RDSO and other protective works between Khandwa and Mordar stations.

Name and address of Fabricator

M/s. SHAKTHI ENGINEERING EQUIPMENTS
SYNO-452, SULTANPUR,AMEENPUR, SANGAREDDY-TELANGANA

Welding Procedure speaification io.

SEE/SER/61.00m/WPSS/031

1 Drawing No. RDSO/B-17182/8/R ;DIAGONAL; SECTION ON A - A (BATTERN PLATE)
2 |Weld joint description 6mm, Fillet weld (Flange Plates to Battern Plate,, Outside Location)
15:2062:2011, Gr E250 BO, Fully Killed & Fully Normalized &
3__[Base Metal Base metal thickness (12mm X 10mm)
4 _|Welding Process GMAW (Gas Metal Arc Welding)
5 |Welding Position Horizontal
6  |Welding Consumable
6.1 |Electrode/Wire
Class 1 of IRS M-46-2013
Dia, 1.2 MM
Drying Method NA
6.2 |Flux
~Class NA
Type NA
i Drying Method NA
6.3 |Shielding Gas C02
Fusion faces & adjacent surface are cleaned and made free from cracks,
7  |Base metal preparation notches, mill scales, paints, grease, rust etc. which may affect weld
quality.
7.1 |Joint design details
(Sketch showing arrangements of parts, weld . Side.PIt 7
details, weld passes & their sequence)
'Top/Bott Fing.PIt
: ] -
| 6n/| ! T
'*4 ‘Batten.Plt r\ds
~ 550~ |
7.2 |Joint preparation As per IS 4353 -1995, CL.7, IRS B1 - 2001, CI. 17 & WBC - 2001 &
1S9595-2003
8 |Welding Current
Type DC
Polarity Reverse 9
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2 lw Appendix-V (Ref.C1.26 of BI-2001)
= wﬁld-e.rldi Qualification :_|As per 1S:7310 (Part-1) - 1974
£7Cing parameters and technique
111 i
Welding parameters as below
Electrodes
Welding Pass |  wire dia Current ArcVoltage | WireFeed | = Speed | FElectrical | @ FlowRate
(mm) (Amps) (Volt) Spead (m/min) Stick out (1/min)
: (m/min) (mm)
1 l2mm |  180-270 #-32 | 2050 | wa | 12-35 | 16-20
112 |Welding Sequence and technique [ .|
2
4 3
12 [Provision of run-on / run-off tabs 1 |NA
Cleaning of weld bead before laying of
13 |next weld bead : |NA
Root preparation before welding other N
A
14 |side of groove welds
15 |Preheating and inter pass temperature | : | 100°C — \$®° <
16 |Peening : |NA
17 |Post weld treatment : [NA
By re-welding after complete removal of defective weld as per CL.32.2 of
‘Rectification of weld defect ' IS 9595-2003 using AJ electrode of IRS M:28-2017 after conducting D.P.
: |Test.
18
19 |Inspection of weld : |Visual, D.P. Test.
20 |Any other relevant detail : |None. I i
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WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDER 61.00m SPAN

NAME OF WORK : Akola - Kandwa Section : Conversion of track from MG to BG between Kirandwa - Amalkhurd stations -
Proposed Re-Constructionof ROR (Rail Over Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication
and Launching of open web th

rough type welded steel girder of clear span 61.00m, supplying, fabrication & fixing of
galvanised H-Beam type steel channel sleepers,

Execution of earth works for approaches of ROR with COE, $Q2, blanketing to
GE.14 Specification of RDSO and other protective works between Khandwa and Mordar stations.
ame and address of Fabricator | 8 -;415:ﬁﬁgﬁiﬁ:ﬁﬁfm&?ﬁggﬁizgiREDDY-TEMNGANA
Welding Procedure specification No. SEE/SCR/61.00m/WPSS/032
Drawing No. RDSO/B-17182/8/R ;DIAGONAL; SECTION ON B - B (BATTERN PLATE
2 |Weld Joint description 6mm, Fillet weld (Flange Plates to Battern Plate , Outside Location)
-, [15:2062:2011, 6r E250 RO, Fully Killed & Fully Normalized &
3 _ |Base Metal ~__|Base metal thickness (12mm X 10mm)
4 [Welding Process : _|GMAW (Gas Metal Arc Welding)
S ___|Welding Position :_|Horizontal
6 Welding Consumable
6.1 |Electrode/Wire
Class| : |1 ofIRS M-46-2013
Dia| : |1.2MM
Drying Method| : [NA
6.2 |Flux
Class| : [NA
Type| : |NA
Drying Method| : |NA
6.3 |Shielding Gas : |CO2

Fusion faces & adjacent surface are cleaned and made free from cracks,
notches, mill scales, paints, grease, rust etc. which may affect weld

7 Base metal preparation
; quality.

7.1 _|Joint design details

(Sketch showing arrangements of parts, weld I Side.Pit
details, weld passes & their sequence) a

—12 op/Bott Fing.Pit
EZZ 10 F—150—

GE-/T I 7 Batten.Pit 1 TAG

562

As per IS 4353 1995, CL.7, IRS B1 - 2001, CL. 17 & WBC - 2001 &
7.2 [Joint preparation * |15 9595-2003

8 Welding Current

Type| : |DC
Polarity] : |Reverse 0
o~ = M, )‘1'{—\ O e .rp L _.-ﬂ l:ﬁ\
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Appendix-V (Ref.C1.26 of BI-200 1)
9 \
Welder Qualification :_|As perIS:7310 (Part-1) - 1974
10 Welding parameters and technique iR
11.1 |Weldin Darameters as below
Electrodes :
Welding Pass wire dia Current Arc Voltage Wire Feed Travel Speed Elsl.'ctncal Gas Flow Rate
¢ i (Amps) (Volt) Speed . (m/min) Stick out (1/min)
mm) (m/min) (mm)
1 . L2mm | 180-270 . 24-32 ~ 2.0-50 NA 12-15 16-20
11.2 Weldlng Sequence and technique I : I
k1)
r:1| K]
12 |Provision of run-on / run-off tabs NA
Cleaning of weld bead before laying of
13 |next weld bead NA
Root preparation before welding other | Na
14 |side of groove welds D i
15 |Preheating and inter pass temperature 100°C oo
16 |Peening NA
17 |Postweld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect 1S 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
18 Test.
19 |Inspection of weld : |Visual, D.P. Test.
20 |Any other relevant detail None. Q

— T ——T
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Appendix-V (Ref.CL26 of BI-2001
WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDER 61.00m SPAN
NAME OF WORK : Akola - Kandwa Section : Conversion of track from MG to BG between Khandwa - Amalkhurd stations -
Proposed Re-Constructionof ROR (Rail Over Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication
and Launching of open web through type welded steel girder of clear span 61.00m, supplying, fabrication & fixing of
galvanised H-Beam type steel channel sleepers, Execution of earth works for approaches of ROR with COE, SQ2, blanketing to
GE.14 Specification of RDSO and other protective works between Khandwa and Mordar stations.
Namie iiid M/s. SHAKTHI ENGINEERING EQUIPMENTS
Addrezs of Babrivator SYNO-452, SULTANPUR,AMEENPUR, SANGAREDDY-TELANGANA
Welding Procedure specification No. SEE/SCR/61.00m/WPSS/033
1__|Drawing No. RDSO/B-17182/8/R ;DIAGONAL; SECTION ON C - C (BATTERN PLATE)
2 |Weld joint description 6mm, Fillet weld (Flange Plates to Battern Plate , Outside Location)
15:2062:2011, Gr 250 BO, Fully Killed & Fully Normalized &
3 Base Metal Base metal thickness (12mm X 10mm)
4 |Welding Process GMAW (Gas Metal Arc Welding)
| 5 |Welding Position Horizontai
6 |Welding Consumable
6.1 |Electrode/Wire
Class 1of IRS M-46-2013
Dia 12 MM
Drying Method NA
6.2 |[Flux
_ Class NA
Type NA
Drying Method NA
6.3 |Shielding Gas C02
Fusion faces & adjacent surface are cleaned and made free from cracks,
7 Base metal preparation notches, mill scales, paints, grease, rust etc. which may affect weld
quality.
7.1 |Joint design details [
(Sketch showing arrangements of parts, weld
details, weld passes & their sequence)
op/Bott Fing.Pit
=—150—
Batten.Pit Itne
566 —]
7.2 |Joint preparation As per IS 4353 -1995, CL.7, IRS B1 - 2001, CI. 17 & WBC - 2001 &
IS 9595-2003
8 Welding Current
Type DC
Polarity] : |Reverse o
F Wa)
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Appendix-V (Ref.CI.26 of BI-2001)

| 9 |wWelder Qualification As per 15:7310 (Part-1) - 1974
10 |welding parameters and technique
11.1 |Welding parameters as below
Electrodes Cl.ll'l'ent Arc Vol Wire Feed Electrical
Welding Pass | wire dia. A oltage Speed Travel Speed Stickout | 62 Flow Rate
(mm) mps) (Volt) (m/min) | (m/min) Gitin) (1/min)
1 . 1.2mm 180 - 270 24-32 26-50 NA. 12-15 16 - 20
11.2 |Welding Sequence and technique : I
[
]
=) )
12 |Provision of run-on / run-off tabs NA
Cleaning of weld bead before laying of
13 |next weld bead : [NA
Rout preparation before welding other | . INA
14 |side of groove welds :
15 |Preheating and inter pass temperature 1009C —\$e*
16 |Peening NA
17 |Post weld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect IS 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
18 Test.
19 |Inspection of weld Visual, D.P. Test.
20 |Any other relevant detail None. &

-y Fo Ll T e

A\ (3] .
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WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDER 61.00m SPAN

NAME OF WORK : Akola - Kandwa Section : Conversion of track from MG to BG between Khandwa - Amalkhurd stations -
Proposed Re-Constructionof ROR

(Rail Over Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication
and Launching of open web through type welded steel girder of clear span 61.00m, supplying, fabrication & fixing of
galvanised H-Beam type steel channel sleepers, Execution of earth works for approaches of ROR with COE, SQ2, blanketing to
GE.14 Specification of RDSO and other protective works between Khandwa and Mordar stations.

Nmraninds . M/s. SHAKTHI ENGINEERING EQUIPMENTS
ddress of Fabricator *|SYNO-452, SULTANPUR AMEENPUR, SANGAREDDY-TELANGANA
Welding P ; iEcarion No: .- |SEE/SCR/6100m /WPSS/034

1__|Drawing No. RDSO/B-17182/5/R ;TOP CHORDS ; DETAILS OF LACING

6mm, Fillet weld (Flange Plates to Lacing Angle , Outside Location)

2 __|Weld Joint description

15:2062:2011, Gr E250 BO, Fully Killed & Fully Normalized &
18:2062:2011, Gr E250 BO

3 |Base Metal Base metal thickness (16mm X ISA 100 X 100 X 10mm)
4 |Welding Process GMAW (Gas Metal Arc Welding)

S___|Welding Position Horizontal

6 |Welding Consumable

6.1 |Electrode/Wire

Class| : |10fIRS M-46-2013

Diap © [L.Z Mt
Drying Method| : [NA

6.2 |Flux
. Class| : |NA
Type| : [NA
Drying Method| : [NA
6.3 [Shielding Gas 1 |Co2

Fusion faces & adjacent surface are cleaned and made free from cracks,

notches, mill scales, paints, grease, rust etc. which may affect weld
quality.

7  |Base metal preparation

, 7.1 |Jointdesign details

(Sketch showing arrangements of parts, weld | - sl | » e B L
details, weld passes & their sequence) i -.;j lﬂ-ﬂ\\ N »
T 77 tur
LACENG L \\ k
> A VOUx LGax 161§ l-*:mc.'.. \ \\\\
0 l “““;. S
R e i e £
DETAIL OF LACING
7.2 |Joint preparation . |As perIS 4353 -1995, L7, IRS B1 - 2001, CL. 17 & WBC - 2001 &

1S 9595-2003

8 |Welding Current

Type| : |DC
Polarity] : |Reverse
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Appendix-V (Ref.C1.26 of BI-2001)
%  [Weider Quaiificatioi . 1 lAsper1S:7310 (Part-1) - 1974
10 |Welding parameters and technique
11.1 |Welding parameters as below
lectrical
Hiactendes Current ArcVoltage | ‘Vire Feed | 1ravel Speed £ t-zck Gas Flow Rate
Welding Pass | wire dia. (Amps) (Volt) Speed i) | o (1/min)
(mm) P (m/min) (mm)
1 1.2mm | 180-270 | 24-32 | 20-50 NA | 12-15 | 16-20
11.2 |Welding Sequence and technique : |[NA
12 |Provision of run-on / run-off tabs : |NA
Cleaning of weld bead before fayingof |  [nya
13 |next weld bead :
Root preparation before welding other
; : |[NA
14 |side of groove welds
15 |Preheating and inter pass temperature | : | 100°C —\ e
16 |Peening NA
17 |Post weld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect [ [I59595-2003 using A3 efectrode of IRS M:26-2617 aftey conducting 2.7
18 Test.
19 |Inspection of weld Visual, D.P. Test.
20 |Anyo elevant detail : |None. ry
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WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDER 61.00m SPAN

NAME OF WORK : Akola - Kandwa Section : Conversion of track from MG to BG between Khandwa - Amalkhurd stations -
Proposed Re-Canstructionof ROR (Rail Over Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication
and Launching of open web through type welded steel girder of clear span 61.00m, suppiying, fabricatiurr & fixiig of
galvanised H-Beam type steel channel sleepers, Execution of earth works for approaches of ROR with COE, SQ2, blanketing to
GE.14 Specification of RDSO and other protective works between Khandwa and Mordar stations.

Name and address of Fabricator

M/s. SHAKTHI ENGINEERING EQUIPMENTS
SYNO-452, SULTANPUR,AMEENPUR, SANGAREDDY-TELANGANA

Welding Procedure specification No. SEE/SCR/61.00m/WPSS/035
1 _|Drawing No. RDSO/B-17182/5/R ;TOP CHORDS ; DETAILS OF LACING
2 |Weld Joint description 6mm, Fillet weld (Flange Plates to Lacing Angle,, Outside Location)
' 15:2062:2011, Gr E250 BO, Fully Killed & Fully Normalized &
18:2062:2011, Gr E250 B0
3 _ |Base Metal Base metal thickness (20mm X ISA 100 X 100 X 10mm)
4 _ [Welding Process GMAW (Gas Metal Arc Welding)
5 [Welding Position Horizontal
6  |Welding Consumable
6.1 |Electrode/Wire
Class 1 of IRS M-46-2013
Dia] : [1.ZMM
Drying Method NA
6.2 |Flux
. Class NA
Type NA
Drying Methed); - [MNA
6.3 |Shielding Gas co2
Fusion faces & adjacent surface are cleaned and made free from cracks,
7  |Base metal preparation notches, mill scales, paints, grease, rust etc. which may affect weld
quality.
7.1 [Joint design detalls
. PR S
(Sketch showing arrangements of parts, weld ]| ol N
details, weld passes & their sequence) . ’
e
LACING Ls. N 1 \\'. % ! q
resih 3%, \ i
i |
ot it H» : I‘\- "\} - i
o 5 | i .
DETAIL OF LACING
72 ]Dint pl—eparaﬁon As pEr IS 4353 '1995, Cl.?. IRSB1 - 2001; CL. 17 &WBC-2001 &
IS 9595-2003
8 |Welding Current
Type DC
- Polarity Reverse 0
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Appendix-V (Ref.C1.26 of BI-2001)
9 _|Welder Qualification As per 15:7310 (Part-I) - 1974
10 |Welding parameters and technique
111 |Welding parameters as below
Electrodes Wire Feed Electrical
: Gas Flow Rate
Welding Pass wire dia. C:rrent Arc(:,f:ll:;lge Speed Tr;;t;lﬂi:;e)ed Stick out as(l /min)
(mm) (Amps) - (m/min) (mm)
1 1.2 mm 180 - 270 24 -32 2.0-5.0 NA 12-15 16 - 20
11.2 |Welding Sequence and technique NA
12 [Provision of run-on / run-off tabs NA
Cleaning of weld bead before laying of NA
13 |next weld bead
Root preparation before welding other '
I NA
14 |side of groove welds
15 |Preheating and inter pass temperature 100%C —\V < |
16 |[Peening NA
17 |Post weld treatment NA 1
' By re-welding after compiete removat of defeciive weld as per €L.32.2 af
Rectification of weld defect IS 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
18 Test.
19 |[Inspection of weld Visual, D.P. Test. i
20 |Any other relevant detail None. 0)
pom oy —— Y —
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WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDER 61.00m SPAN

NAME OF WORK : Akola - Kandwa Section : Conversion of track from MG to BG between Kitandwa - Aivratkhard stations ~
Proposed Re-Constructionof ROR (Rail Over Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication
and Launching of open web through type welded steel girder of clear span 61.00m, supplying, fabrication & fixing of
galvanised H-Beam type steel channel sleepers, Execution of earth works for approaches of ROR with COE, SQ2, blanketing to
GE.14 Specification of RDSO and other protective works between Khandwa and Mordar stations.

'Name and address of Fabricator

i T,M.{s. SHAKTHI ENGINEERING EQUIPMENTS

SYNO-452, SULTANPUR,AMEENPUR, SANGAREDDY-TELANGANA

Welding Procedure specification No. SEE/SCR/61.00m/WPSS/036
1__|Drawing No. RDSO/B-17182/6/R ;END RACKER ; DETAILS OF LACING
Z__|Weld joint description 6mm, Fillet weld (Flange Plates to Lacing Angle , Outside Location)
15:2662:2611, 6r B250- B0, Fully Killed & Fully Normalized &
3 [Base Metal Base metal thickness (12mm X 16mm)
4  |Welding Process GMAW (Gas Metal Arc Welding)
5  |Welding Position Horizontal
6 |Welding Consumable
61 |Electrode/Wire
Class 1 of IRS M-46-2013
Dia 1.2 MM
Drying Method NA
6.2 |Flux
~ Class| : [NA
Type | NA
Drying Method NA
6.3 |Shielding Gas €02
Fusion faces & adjacent surface are cleaned and made free from cracks,
7 |Base metal preparation notches, mill scales, paints, grease, rust etc. which may affect weld
X auality.
7.1 |Joint design details
f 1d - 7‘ —= ﬁﬁ_— T
(Sketch showing arrangements of parts, we —
details, weld passes & their sequence) /-7
1 _ / \ <ol
A LY " g
L [/ L
i‘;...f‘ I-r-.__-;i \—i.At.‘rNu FLAT 65x 16539
DETAIL OF LACINGS
7.2 |Joint preparation As per IS 4353 -1995, CL.7, IRS B1 - 2001, CI. 17 & WBC - 2001 &
IS 9595-2003
8 |Welding Current
Type DC
Polarity Reverse O
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- - Appendix-V (Ref.C1.26 of BI-2001)
— Welder Qualification As per 1S:7310 (Part-1) - 1974
Welding parameters and technique
11.1 |Welding parameters as below
'| Electrodes i
W :
Welding Pass | wire dia. Current Arc Voltage lsre Fffd Travel Speed Elf:ctncal Gas Flow Rate
(mm) (Amps) (Volt) pee (m/min) | SHckout i)
_ (m/min) (mm)
1 LZmm | 180- 276 24-32 28-50 |  NA 12-15 16-20
11.2 |Welding Sequence and technique NA
12 |Provision of run-on / run-off tabs NA
Cleaning of weld bead hefare laying of o
13 |next weld bead i
Root preparation before welding other
14 |side of groove welds Ha
15 |Preheating and inter pass temperature 1000C ~\g® "
16 |Peening NA
17 |Post weld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect 1S 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
18 Test.
19 |Inspection of weld Visual, D.P. Test.
20 |Any.other relevant detail : _[None. .
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Appendix-V (Ref.C1.26 of BI-2001)

WELDING PROCEDURE SPECIFICATION SHEET "
OPEN WEB GIRDER 61.00m SPAN

NAME OF WORK : Akola -

Kandwa Section : Conversion of track from MG to BG bretw

‘ eenr Khandwa -Amalkhurd stations -

:;?ipslt::c;l‘ei;mnsh‘ucnonof ROR (Rail Over Rail) Br N0:570/2 at Ch: 570696.084m . -

s H-g :: open web through type welded steel girder of clear span 61.00m, supplying, fabrication & fixing of

GE14 Specificar m type steel channel sleepers, Execution of earth works for approaches of ROR with COE, SQ2, blanketing to
»+* Specification of RDSO and other protective works between Khandwa and Mordar stations.

in place of Exg. ROR- Supply, Fabrication

.Name and address Of'Fabr[catur M!S SHAKTHI ENGINEERING EQUIPMENTS

e " _|SYNO-452, SULTANPUR AMEENPUR, SANGAREDDY-TELANGANA
elding Procedure specification No. : _|SEE/SCR/61.00m/WPSS/037

RDSO/B-17182/8/R ;DIAGONAL ; DETAILS OF LACING

1 Drawing No.
2 |weld Joint description

6mm, Fillet weld (Flange Plates to Lacing Angle , Outside Location)

| . |IS:Z062Z:Z011, Gr EZ50 BO, Fully Kithed & Fully Novmalizea &
3__|Base Metal *__|Base metal thickness (12mm X 16mm)
4 _|Welding Process GMAW (Gas Metal Arc Welding)
6 |Welding Consumable
6.1 |Electrode/Wire
Class| : |1ofIRS M-46-2013
Dia| : |1.2MM
Drying Method| : |NA
6.2 |Flux
. Class| : |NA
Type| : |NA
Drying Method| @ |NA
6.3 |Shielding Gas : |c02
Fusion faces & adjacent surface are cleaned and made free from cracks,
7 Base metal preparation . |notches, mill scales, paints, grease, rust etc. which may affect weld
quality.
int design details
7.1 |Joint design — —_ o
(Sketch showing arrangements of parts, weld / /‘7 ‘}\ i
details, weid passes & their sequercey ' i
- 7 / = £ &sv
777 % |
l'i";:.;:lkls.?-é;* \— LACING FLAT 68x 16391
DETAIL OF LACINGS
As per IS 4353 1995, C1.7, IRS B1 - 2001, CI. 17 & WBC - 2001 &
7.2 |Joint preparation :

15 9595-2003

g |Welding Current

PR i . ~ Dabariid - . |Raverse ™ k
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Appendix-V (Ref.CL.26 of BI-2001)

9 i .
L | Welder Qualification As per 15:7310 (Part-I) - 1974
10 |Welding parameters and technique
11.1 |Welding parameters T
Electrodes : :
Welding Pass wire di Current Arc Voltage Wire T Travel Speed ol Gas Flow Rate
v (Amps) (Volt) Spsed (m/min) | SHKOUL i)
(mm) (m/min) : (mm)
1 1.2 mm 180 - 270 24 -32 2.0-5.0 NA 12-15 16 - 20
11.2 |Welding Sequence and technique NA
12 |Provision of run-on / run-off tabs NA
Cieaning of weld bead before laying of | A
13 |next weld bead "
Root preparation before welding other
. NA
14 |side of groove welds
15 |Preheating and inter pass temperature 100°C ~\SW°
; ; r
16 |Peening NA
17 |Postweld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect IS 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
18 Test.
19 |Inspection of weld Visual, D.P. Test.
Any other relevant detail None. ) D ‘
20 -yn___ PITTIT T ot mmacenre TVambrm b e N\ D ...rﬂx raxitl l
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—

WELDING PROCEDURE SPECIFICATION SHEET
OPEN WEB GIRDER 61.00m SPAN

NAME OF WORK :

Proposed Re-Constructionof ROR (Rail Over Rail
Launching of open web through type welded st
Beam type steel channel sleepers,
Specification of RDSO and other p

Akola - Kandwa Section : Conversion of track from MG tu BG betweenr Khrandwa - Amalkhurd stations -
) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply, Fabrication and
eel girder of clear span 61.00m, supplying, fabrication & fixing of galvanised H-
Execution of earth works for approaches of ROR with COE, SQ2, blanketing to GE.14
rotective works between Khandwa and Mordar stations.

[Name and address of Fabricator

M/s. SHAKTHI ENGINEERING EQUIPMENTS
SYNO-452, SULTANPUR,AMEENPUR, SANGAREDDY-TELANGANA

Weldi

Procedure specification No. SEE/SCR/61.00m/WPSS/038
1 |Drawing No. RDSO/B-17182/11 ; (CROSS BRACKET TAPPERED PLATE, DETAIL X)
2 |Weld joint description 12mm, Fillet weld (Corner Tappered Plate)
; 15:2062:2011, Gr E250 BO, Fully Killed & Fully Normalized &
3__|Base Metal Base metal thickness (10mm X 10mm)
4 _|Welding Process SAW (Submerged Arc Welding)
5 |Welding Position 1F,2F
6 - |Welding Consumable
6.1 |Electrode/Wire
‘ Class| : .[WT of RS M. 39/2001
Dia| : |3.15MM
Drying Method NA
6.2 |Flux
Class F1 of IRS M. 39-2001
Type Agglomerated
Drying Method 250°C for One hour before use or Recommendation as per Manufacturer.
6.3 |Shielding Gas NA
. Fusion faces & adjacent surface are cleaned and made free from cracks,
7  |Base metal preparation notches, mill scales, paints, grease, rust etc. which may affect weld quality.
7.1 |Joint design details
(Sketch showing arrangements of parts, weld pRs—
i Id passes & their sequence) PL. 2608102150 12
details, weld p omeartr( |
raszpur) s | e
WELD MATRIAL ik oo
FL. 200x10250 ~~=
DETAIL AT X"
- As per IS 4353 -1995, CL7, IRS B1 - 2001, CI. 17 & WBC - 2001 &
on
7.2 |Joint preparati IS 9595-2003
g8 |Welding Current
Type DC
Polarity Reverse _ N
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Appendix-V (Ref.C1.26 of BI-2001)

|9 [Welder Qualification | As per 15:7310 (Part-I) - 1974
10_|Welding parameters and technique
111 |Welding parameters as below
Electrodes _ . . j
Welding Pass wire dia Current Arc Voltage Wins Sanst Travel Speed Ehlactncal Gas Flow Rate
| (amps) (Volr Peed | (m/min) | Stickout [T )
(mm) (m/min) (mm)
o 3iSmi ¢ 425-508 24-32 | 18-25 | 040050 | 10-15 | maA
112 |Welding Sequence and technique
r 1
12 |Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying of NA
13 |next weld bead
Root preparatinn hefore welding other | |
. i |NA
14 |side of groove welds
15 |Preheating and inter pass temperature 100%C —\5%°~
16 |Peening NA
17 |Postweld treatment NA
By re-welding after complete removal of defective weld as per CL.32.2 of
Rectification of weld defect IS 9595-2003 using A3 electrode of IRS M:28-2017 after conducting D.P.
18 Test.
19 |Inspection of weld Visual, D.P. Test, Macro Etching Test.
3 t detail None. : ()
20 _|Any other relevant Ce 7

\
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WELDING PROCEDURE SPECIF ICATION SHEET
OPEN WEB GIRDER 61.00m SPAN
NAME OF WoRK : A

: Akola - Kand Fieisiic
Proposed Re-Constructi Wwa Section : Conversion of track from MG to BG between Khandwa - Amalkhurd stations -

. 0
Fabrication ang Launchm?:&f::éﬂv:;lbﬂéz Rail) Br No:570/2 at Ch: 570696.084m in place of Exg. ROR- Supply,
fixing of galvanised H-Beag g Channl;?ls\ltype welded steel girder of clear span 61.00m, supplying, fabrication &

blanketing to GE145 eepers, Execution of earth works for approaches of ROR with COE, SQ2,

Pecification of RDSO and other protective works between Khandwa and Mordar stations.
N
:me and address of Fabricator . |M/s. SHAKTHI ENGINEERING EQUIPMENTS
o e - SYNO-452, SULTANPUR, AMEENPUR, SANGAREDDY-TELANGANA
ecification No.
Proce SEE/SCR/61.00m/WPSS/039
1  |Drawin
5 g No. RDSO/B-17182/R SERIES
Weld Joi ipti
T Joint description 4mm, Tack weld on all Fillet joints (S0mm length)
ase M
T etal 1S:2062:2011, Gr E250 BO, Fully Killed & Fully Normalized
elding Process GMAW (Gas Metal Arc Welding)
5__ |Welding Position Horizontal
6 Welding Consumable

6.1 |Electrode/Wire

Class| : |10fIRS M-46-2013
Type| : |1.2MM
Drying Method| : |NA

6.2 |Flux

Class| : [NA
Type| : |NA

Drying Method| : |NA

6.3 |Shielding Gas i |Co2

Fusion faces & adjacent surface are cleaned and made free from cracks

7 Base metal preparation : |notches, mill scales, paints, grease, rust etc. which may affect weld
quality.

7.1 |Joint design details

Length of Tack Weld - 50mm; Gap between Tack Weld - 300mm
(Sketch showing arrangements of parts, weld
details, weld passes & their sequence)

As per IS 4353 -1995, CL.7, IRS B1 - 2001, C1. 17 & WBC - 2001 &

i tion
7.2 |Joint preparatio 1S 9595-2003

8 |Welding Current
Type| : [DC

~ Polarity| : [Reverse )
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Appendix-V (Ref.C1.26 of BI-2001)
9
Welder Qualification :_|As perIS:7310 (Part-1) - 1974
10_|Welding parameters and technique
111 |Welding parameters as below
Electrodes ' i
Welding Pass wire dia Current Arc Voltage WWiteben) Travel Speed Els?ctncal Gas Flow Rate
' (Amps) (Volt) pasg (m/min) | SHekout | i)
(mm) (m/min) (mm) -
1 $.2 126- 240 24-32 28-56 | Na 12-15 15-20
11.2 |Welding Sequence and technique NA
12 |Provision of run-on / run-off tabs : |NA
Cleaning of weld bead before layingof | - | A
13 |next weld bead :
Root preparation before welding other NA
14 |side of groove welds
15 |Preheating and inter pass temperature NA
16 |Peening : |[NA
17 |Post weld treatment NA
Rectification of weld defect 1By re-welding after complete removal of defective weld asper CL222 of |
18 : |15 9595-2003 using Class 1 of IRS M-46-2013 GMAW.
19 |Inspection of weld Visual
20 |Any other relevant detail None. )
' i N mX




Railway Open Web Girder (25t loading)
76.2m clear span

MODEL WPSS No- RDSO/ Infra-Il/ B&S/ RG/
OWG./ WPSS 76.2 series (25 nos)



/

___umg Procedure Specification Sheet for 75,2_5';. Span Ope# Web

el

" Name and address of Fabricatar

_ Welding Procedure specification No.

Pawe | of 5C
Appendxx v (Ref CI.26 of B 1-2001).
5 T Loading — 2008

M/s. Royal Infraconstru Ltd
Urla Industrial Growth Centne Raipur - 493221 (C.G.)

ROYAL/SIVOK-RANGPO/76.2/01 dated 29.01.2022 _

)

| 01. | Drawing No. g RDSO/B-17183/R (G.A.)
| 02. | Welding Joint Descriptian, Fillet 8 mm
03. | Base Metal. B IS: 2062:2011 E-250 C,
04. | Welding Process S.AW.
05. | Welding Position. B Flat
06. | Welding Consumabile.
Electrode/Wire
Class W1 of IRS M.39-2001. .
6.1 =
Type Copper coated Solid Wire. 'Yf ‘.A‘
AN
Drying Method N.A. & Ll
6.2 | Flux p‘ s > &
Ué'
Class F 1 of IRS M 39 = 2001 ‘,4
] 1 .
Type Agglomerated.
Drying Method Recommendation as per manufacturer. .
6.3 Shielding Gas NA.
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may affect weld
quality.
7.1 Joint design Details
(Sketch showi ts of parts, weld 20*] i,.._ 20 o
showing arrangements of parts, we
beat , weld passes & their sequence et:;.,) —‘j“ e — —r 20‘1 r_ 20 — ;-—2 0
ot | 1 -l——L_ S ]
1. Bottom Chord L0 —118&L1~ L2 P NN e Tead IR K
2. Diagonal U1-1.2 WELD o \‘% MM
3. End Raker LO-U1
ﬁ WELD
¥ g
r;—n-ﬂ K14 —t=8 MM
/  WELD ;’”‘BW‘E’E‘D ff WELD
o~ i J o~
|l | | [ = -
T b i F L 20!
201 20~
LO-L1 &L1-L2 u1l-L2 Lo-uU1
75 | Joint preparation As Per IS: 4353 - 1995, CL.7, IRS B1-2001, CI.17.3 & WBC = 2001.
08. | Welding Current '
Type DC
Polarity Hoversa
09. Welder qualification As per IS: 7310/7307 (Part-1) — 1974
10. | Welding Parameters and technique
3 /i
10.1 | Welding Parameters M
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Wela Electrodes Current Arc Voitage Wire Feed | Travel Speed  Electrical Stick | Gas Flow
Sequence No. wire dia. (Amps) (Velt) Speed (m/min) out (mm) l (I/min.)
(mm) - _ (mymin) |
L I S 2 | _550-600 | 28-32 | 14-1.8 | 035-0.50 15-20 | N.A.

")

10.2 | Welding Sequence and technigue | : | Welding from run on to run off tabs at the free ends.
s :
") M
M il
h%
D
/J/ A ']
o ¥ 2
P ‘.,
—4 g B
. .
11, | Provision of run-on / run-off tabs Yes
Deanihg of weld bead before laying next weld
12. | bead By brush cleaning & grinding
Root preparation before welding other side of |
13. | groove weld N.A.
14, Preheating and inter pass temperature 110°C (General preheating)
15. Peening NA.
16. Post Weld treatment NA.
Rectification of weld defect By re-welding after complete removal of defective weld & rectify
17, the weld as per C1.32.2 of IS 9595-96, using A4 class of
| Electrodes of specn. IRS M.28-2017 after conducting DP Test.
18 Inspection of Weld . | Visual, D.P. Test & Macro Etching.
+
19 Any other relevant Details Bottom Chord LO -L1 & L1 - L2, Diagonal U1-L2 & End Raker LO-
i U1 .
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Appendix-V (Ref.CI.26 of B 1-2001).

eldin ification Sheet for 76,2 m, Spa b Girder (Welded throu ding — 200
- —— | Urla Industrial Growth Centre, Raipur — 493221 (C.G.)
Welding Procgdure specification No. | : | ROYAL /SIVOK-RANGPO/76.2/02 dated 29.01.2022
01. | Drawing No. ‘ L | RDSQ/B-17183/R (G.A.)
02. | Welding Joint Description. g . | Fillet 8 mm
03. | Base Metal. : | 1S: 2062:2011 E-250 C.
04. | Welding Process | . |saw.
05. | Welding Position. : | Flat
06. | Welding Consumable.
Electrode/Wire
Class | : | WL of IRS M,39-2001.
6.1
Type | : | Copper coated Salid Wire,
d Drying Method | : | N.A.
© 6.2 | Flux
Class | : | F10of IRSM 39 - 2001
Type | : | Agglomerated.
Drying Method | : | Recommendation as per manufacturer.
6.3 Shielding Gas NA.
Base Metal Preparation || Fusion Faces and adjacent surfaces are cleaned and made free from
07. : | Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may affect
weld guality.
2.1 | Joint design Details
(Sketch sh ts of parts, weld B '
showing arrangements of parts, we 25
beat, weld passes & their sequence etc.,) L4L}—-i-: j_
hord L2- L3&L3 ~L4 = ;i k;
ent :- Bottom Cho - - - <
s o N8 MM VWELD
Flange with Web l
o
o~
©
/“Pfl MM WELD
r rg“ " |’_i
f 251
L2-L.3 & L3-L4
79 Joint preparation : | As Per IS: 4353 — 1995, CI.7, IRS B1-2001, CI.17.3 & WBC - 2001.
08. | Welding Current :
el |pc ¢
PaRrky Reverse
g, | Welder qualification . | As per IS; 7310/7307 (Part-I) - 1974 'y
- /
10 Welding Parameters and technigue
10.1 | Welding Parameters o
. 3 Prasenjit Purkayastha |
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4 )

weld Electrodes | Current Arc Voitage | Wire Feed | Travel Speed | Electrical Stick | Gas Flow
Sequence No. | wire dia. (Amps) (Volt) Speed (m/min) out (mm) (I/min.)
{mm) L | (m/min) ; _
1 4 | 530-57%0 | 28-32 | 14-18 | 035-050 | 15-20 |  NA.
10.2 ]i‘-'elding Sequence and technique | Welding from run on to run off tabs at the free ends.
_
(S
.,
F 1
V.l
]
11, Provision of run-on / run-off tabs e | yas
Cleaning of weld bead before laying next weld
12. | bead By brush cleaning & grinding
Root preparation before welding other side of
13. | groove weld N.A.
14, Preheating and inter pass temperature - | 110°C (General preheating)
15. | Peening | NA
16. Post We|d treatment . N.A,
Rectification of weld defect | By re-welding after complete removal of defective weld & rectify
17. : | the weld as per C1.32.2 of IS 9595-96, using A4 class of
Electrodes of specn. IRS M.28-2017 after conducting DP Test.
18 Inspection of Weld Visual, D.P. Test & Macro Etching.
1o, | Any other relevant Details | Bottom Chord L2 - L3& 13 - 14
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Welding Procedure Specification Sheet for 76.2 m. Spa e Girder (Welded through type) 2 oading — 2008

Name and address of Fabricator

Welding Procedure _;peciﬁ_cation No.

M/s. Royal Infraconstru Ltd.,
Urla Industrial Growth Centre, Raipur — 493221 (C.G.)

ROYAL /SIVOK-RANGPO/76.2/03 dated 29.01.2022

0. | brawing MO, RDSO/B-17183/R (G.A
02. | Welding Joint Descrintion. T Fillet E{mm R (GA)
03. | Base Metal. | 15: 2062:2011 E-250 C.
04. | Welding Process B S.AW
05. | Welding Position. B Flat )
06. | Welding Consumable.
Electrode/Wire
Class W1 of IRS M.39-2001.
6.1
Type Copper coated Solid Wire.
Drying Method N.A.
6.2 | FAux
Class F1of IRS M 39 - 2001
Type Agglomerated.
Drying Method Recommendation as per manufacturer,
6.3 Shielding Gas NA.
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may affect
weld quality.
2.1 Joint design Details
_ 33—
(Sketch showing arrangements of parts, weld _!l_ 32
beat, weld passes & their sequence efc., IR, SELE R
t, weld p seq ) —=n !
Component ;- Bottom Chord L4 —L5 Q—i ‘\_ f
! —5-8 Ml WELD
Flange with Web
o
o
(e
—&8 MM WELD
oL |
4
1 E‘___F::\i;
| L4-L5 32
7.2 Joint preparation As Per IS: 4353 - 1995, CL.7, IRS B1-2001, CI.17.3 & WBC - 2001.
08. | Welding Current !
Type Dc
Polarity Reverse / /
09 Welder qualification As per IS: 7310/7307 (Part-1) — 1974
_ ol
10, | Welding Parmeters and technique Prasenjit Purkayastha

10.1

General Manager 7 PH-Sivok=t]

T IBRE L OV

Sivok-Rangpo New BG Rail Line Project

Sthiaurn
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Appendix-V (Ref.C1.26 of BI-2001:

“Gas Flow

r—’We‘_"NfiE*‘?c"?fes | Current | ArcVoltage | Wire Feed | Travel Speed | Electrical Stick
SequeneeBe: | My (Amps) (Voit) Speed (m/min) | out (mm) (/min.)
_______-—————[ .__.(n_-g-n)____ B L (m!mln) ——
1 530-570 | 28-32 | 14-18 0.35 - 0.50 1520 N.A.
10.2 | Welding Sequence and technique 1| : | Welding from run on to run off tabs at the free ends.
, = 3
R
™
.I
P
’
— %
~—4
11. Provision of run-on / run-off tabs . | ves
Cleaning of weld bead before laying next weld
12. | bead : | By brush cleaning & grinding ~ 3
Root preparation before welding other side of
13. | groove weld | NLA
14. Preheating and inter pass temperature - . | 110°C (General preheating)
15. Peening ;| NLA
| 16. Post Weld treatment . | NA. } @
> Rectification of weld defect By re-welding after complete removal of defective weld & rectify
17. . | the weld as per C1.32.2 of IS 9595-96, using A4 class of
| Electrodes of specn. IRS M.28-2017 after conducting DP Test.
18 Inspection of Weld : Visual, D.P. Test & Macro Etching.
19 Any cther relevant Details . | Bottom Chord L4 —L5
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Appendix-V (Ref.C1.26 of B 1-2001).

welding P ification Sheet for 76.2 m. Span Open Web Girder (Welded through type) 25 T Loading — 2008
TR e o P . SR
name and address of Fabricator . | M/s. Royal Infraconstru Ltd.,
e M | | Urla Industrial Growth Centre, Raipur — 493221 (C.G.)
Welding Procedure specification No. : | ROYAL/SIVOK-RANGFO/76.2/04 dated 29.01.2022
01. | Drawing No. — . | RDSO/B-17183/R (G.A.)
02. | Welding Joint Description. o : | Fillet 8mm
03. Base.MeI:aL : | IS: 2062:2011 E-250 C.
04. | Welding Process - [ s.AW.
05. | Welding Position. - | Flat
06. | Welding Consumable. T
Electrode/Wire
Class | : | W1 of IRS M.39-2001.
6.1
Type | : | Copper coated Solid Wire.
L]
Drying Method | @ | N.A.
'j.z Flux
Class | : | F10of IRS M 39 — 2001
Type | : | Agglomerated.
Drying Method | : | Recommendation as per manufacturer.
6.3 Shielding Gas arn
Base Metal Preparation | Fusion Faces and adjacent surfaces are cleaned and made free from
07. . | Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may affect
weld quality.
7.1 Joint design Details
S | -
(Sketch showing arrangements of parts, weld 1
beat, weld passes & their sequence etc.,)
Component: - Top Chord U1 - U2 & U2 -U3, '
Web with Flange
‘f& o oab'
8 Ml WELD &9 &
o || &
Tl | A 3
-
1 2 o —
U1-U2 & U2-U3
73 Joint preparation . | As per IS: 4353 - 1995, C1.7, IRS B1-2001, C1.17.3 & WBC — 2001,
08. | Welding Current - |
Type | . | pc
_d’ T polarity | :_ Reverse
09 Welder qualification + | As per IS: 7310/7307 (Part-I) = 1974
) ..___,_-———T'_______-_____ = ] L)
10, | Welding Parameters and technique . Prasenjit Purkayastha
. ~ .

et Im"Mﬂﬁa‘g’er"_PH_S'mk_H'_' =
Welding Parameters Sivok-Rangpo New BG Rail Line Project

[y T Siiguri
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weld Electrodes Current | ArcVolage | Wire Feed | Travel Speed | Electrical Stick | Gas Flow
Sequence No. wire dia. (Amps) (Volt) Speed (m/min) out (mm) (I/min.)
—(mm) . __(m/min) '
[ T 4 530-560 | 28-30 | 14-1.8 | 0.35-050 15-20 |  NA
10.2 | Welding Sequence and technique | Welding from run on to run off tabs at the free ends. T

)

|
1
j;l
[ 11, | Provision of run-on / run-off tabs _ Y;
Cleaning of weld bead before laying next weld
12. | bead By brush cleaning & grinding
Root preparation before welding other side of
13. | groove weld T | NA
14, Preheating and inter pass temperature : | 110°C (General preheating)
& 15, | Feenig : | NA.
16. Post Weld treatment - | NA.
Rectification of weld defect By re-welding after complete removal of defective weld & rectify
17. : | the weld as per C1.32.2 of IS 9595-96, using A4 class of
Electrodes of specn. IRS M.28-2017 after conducting DP Test.
18, | Inspection of Weld Visual, D.P. Test & Macro Etching.
19. Any other relevant Details - | Top Chord U1 - U2 & U2 -3,
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"Name and address of Fabricator

Iding Procedure Specification Sheet for 76.2 1, Span Open Web Girder (Welded thro

Page 9 of 3(
’ Appendix-V (Ref.C1.26 of B 1-2001).

— 2008

M/s. Royal Infraconstru Ltd.,
Urla Industrial Growth Centre, Raipur - 493221 (C.G.)

Welding Procedure sp_ecmcatiun No.

ROYAL/SIVOK-RANGPO/76.2/05 dated 29.01.2022

|_01. | Drawing No. | : | RDSO/B-17183/R (G.A.)
02. | Welding Joint Description. Filet8mm
03. | Base Metal. IS: 2062:2011 E-250 C.
04. | Welding Process S.AW.
05. | Welding Position. Flat |
06. | Welding Consumable.
Electrode/Wire
Class W1 of IRS M.39-2001.
6.1
Type Copper coated Solid Wire.
> Drying Method N.A.
6.2 | Flux
Class F 1 of IRS M 39 — 2001
Type Agglomerated.
Drying Method Recommendation as per manufacturer.
6.3 Shielding Gas . NA.
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may affect
weld guality. .
7.1 Joint design Details
w
=12 —
(Sketch showing arrangements of parts, weld i I
beat, weld passes & their sequence etc.,) Ald
B Mt & MM WELD-o—
Component: - Top Chord U1 — U2 & U2 -U3. WELD
Web with Top Plate
4
~
L_‘___]% ]
20
12—* rr—
Ut-uz & U2-U3
72 Joint preparation As Per IS: 4353 — 1995, C1.7, IRS B1-2001, CI.17.3 & WBC — 2001.
08. | Welding Current
Type DC
_ o Polarity Reverse
oo, | Welder qualfication As per IS: 7310/7307 (Part-1) — 1974 /’ /
10, | Welding Parameters and technique /M/
— 1 astha
Wel ele Praséh|it Purkay
10.1 elding Parameters i - naner | PH-Sivok-l |

v ome oAt iea Proiecd
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T Weld Electrodes Current | A

| AcVoitage | WireFeed | Travel Speed Electrical Stick | Gas Flow
Sequence No. wire dia. {Amps) . (Volt) Speed (m/min) ‘ out (mm) (L/min.)
o (mm) | (m/min) o
1 4 530-560 | 28-30 | 14-18 "035-050 | 15-20 N.A.
e - e — L  aasme —
102 | Welding Sequence and technique . Welding from run on to run off tabs at the free ends.
r |
AT T
|| 2 || 4
— ==
) = -
11, | Provision of run-on / run-off tabs l - | vYes
|
Cleaning of weld bead before laying nextweld |
12. | bead By brush cleaning & grinding ']/ \‘\
A % e .‘
Root preparation before welding other side of ‘ v ‘ \ A S
13. | groove weld ;| NA .,, pocF'
= . \ l’ ,
14. Preheating and inter pass temperature . | 110°C (General preheating) O 3 e,e?‘ “
3 ".\.‘ x;%_
35, | Peening . | NA. & P e
16. Post Weld treatment 3 N.A. ' .‘.ﬂ
Rectification of weld defect § By re-welding after complete removal of defective weld & rectify
17. '+ | the weld as per C1.32.2 of IS 9595-96, using A4 class of
! Electrodes of specn. IRS M.28-2017 after conducting DP Test.
1. | Inspection of Weld 1| . | Visual, D.P. Test & Macro Etching.
g 10, |y other reievant Doate | Top Chord U1 — U2 & U2 -U3.
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Appendix-V (Ref.C1.26 of B I-2001).

Welding Procedure Specification Sheet for 76.2 m. Span Open Web Girder (Welded through type) 25 T Loading — 2008

Name and address of Fabricator M/s. Rayal Infraconstru Ltd.,
- o _Urla Industrial Growth Centre, Raipur —493221 (C.G.)
Welding Procedure specification No. _ | ROYAL/SIVOK-RANGPO/76.2/06 dated 2 29 01.2022
01. | Drawing No. RDSO/B-17183/R (G.A.)
02. | Welding Jolnt Description. Fillet 8 mm
03. | Base Metal. IS: 2062:2011 E-250 C. E
04. | Welding Process S.AW.
05. | Welding Position. o Flat
06. | Welding Consumable. =
Electrode/Wire T
Class W1 of IRS M.39-2001.
6.1
Type Copper coated Solid Wire.
Drying Method N.A.
6.2 | Flux
Class F 1 of IRS M 39 — 2001
> Type Agglomerated.
Drying Method Recommendation as per manufacturer.
6.3 Shielding Gas s
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may affect
weld quality.
71 Jeint design Details :
25
(Sketch showing arrangements of parts, weld ]
beat, weld passes & their sequence efc.,)
Component :- Top Chord U3 — U4 & U4-US
Web with flange
8 MM WELD
] | L.
- 1]
-~ t 25-1
25— b=
U3-u4d & Uu4-us
2 | Joint preparation As Per 15:4353 - 1995, CL.7, IRS B1-2001, CI.17.3 & WBC — 2001.
08. | Welding Current
Type DC
Polarity Reverde
0 Welder qualification As per IS:.I 7310/7307 (Part-1) — 1974
B 10. Welding Parameters and technigue 2 J
10,1 | Welding Pararnelers ﬁ
-

Prasenijit Purkavastha
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| T Weld Electrodes ‘ Cunent Arc Voltage | wire Feed  Travel Speed | Electrical Stick i  Gas Flow
i Ty (Aiips) (Volt) Speed ‘ (m/min) | out (mm) | (I/min.)
(mm) o ' (m/min) . ]
1 4 540 - 570 28-32 14-18 | 035-050 | 15-20 N.A.
102 \ Welding Sequence and technique J . | Welding from run on to run off tabs at the free ends.
—
el
L P
—
H‘*x....z
11, Provision of run-on [ run-off tabs Yes
Cleaning of weld bead before laying next weld
12. | bead : | By brush cleaning & grinding
Root preparation before welding other side of
13, | groove weld : | NA.
14 Preheating and inter pass temperature . | 110°C (General preheating)
15 |Peem : | NA
16. Post Weld treatment - | NA.
Rectification of weld defect By re-welding after complete removal of defective weld & rectify
~t. 17, Ui wieh sy (o C1RZ 7 00 TS A8O8 A8, tsling & elass nf
~ Electrodes of specn, IRS M.28-2017 after conducting DP Test.
1g. | Inspection of Weld Visual, D.P. Test & Macro Etching.
__i_g- Any other relevant Details . | Top Chord U3 — U4 & U4-US
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Appendix-V (Ref.Cl.26 of B I-2001).

Iding Procedure Specification Sheet for 76.2 n1. Span Open Web Girder (Welded through type) 25 T Loading — 2008

N—

N and add B >
e ress of Fabricator M/s. Royal Infraconstru Ltd.,
— T Urla Industrial Growth Centre, Raipur — 493221 (C.G.)
Welding Procedure specification No. 4 | ROYAL/SIVOK-RANGPO/76.2/07 dated 29.01.2022 l
01. [ Drawing No. : | RDSO/B-17183/R (G.A ] B
02. | Welding Joint Descripti o - RGA)
03. | Base Meia) sdipuon. | : | Fillet 8 mm
3 . ¢ | IS: 2062:2011 E-250 C,
04. | Welding Process !
ing Proc : | SAW. ]
05. | Welding Position. : | Flat_
06. | Welding Consumable.
Electrode/Wire ==
Class | : | W1 of IRS M.39-2001,
6.1
Type | : | Copper coated Solid Wire.
Drying Method | ; | N.A.
6.2 | Flux
Class | : | F10fIRS M 39 - 2001
Type | : | Agglomerated.
Drying Method | : | Recommendation as per manufacturer.
6.3 Shielding Gas s | Mk
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. : | Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may affect
weld quality.
7.1 Joint design Details
(Sketch showing arrangements of parts, weld ;'11'"'1 2
beat weld passes & their sequence etc.,) ,
8 <~ 8 Wil WELD<~
Component :- Top Chord U3 —U4 & U4-U5 WELD
Top Plate with Web
-
_,:_'-xj
a5l 25
U314 & U g
79 | Jint prepdration . | As Per 15:1353 - 1995, C1.7, TRS R1-2001, €T 17 3 & WRC = 2001,
08. | Welding Current .
e | . |pc
Polarity | . | Raverse
09, | Weider qualificaion . | As per15: 7310//307 (Part-1) — 19/4 )z
1o, | Wilding Parees nnd rerhniie : ﬂ/'
e
10, | Welding Parameters : R 'i'rasr*‘fl:lﬂl Purkayastha
M 2 — oSt Wanager F PH-Sivokl
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|

Wire Feed | Travel Speed | Electrical Stick | Gas Flow

Weld !'_ Electrodes ~ Current | Arc Vo tage .
Sequence No. wire dia. (Amps) ‘ (Valt) Speed (m/min) out (mm) ‘ (1/min.)
(mm) | . (m/min) !
1 4 | 530-570 | 28-32 14-18 | 0.35-0.50 15-20 | NA |
10.2 ‘ Welding Sequence and technique l Welding from run on to run off tabs at the free ends.
L — A - -
P _
, | [~ F4IAS
3_./" \._1 2__.-" *—11_
f— ==l
l
11, Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying next weld & o\
12. | bead By brush cleaning & grinding % D
: . . ,.::"' N “,\
Root preparation before welding other side of D( 'u 3 {fe‘ i
13. | groove weld N.A. ol & Ofo
14 | Preheating and inter pass temperature 110°C (General preheating) \ I';?;.? ;3;‘#
. 5 X
15. Peening NA. & ﬁ ‘.
R
6. Post Weld treatment NA ‘g &
Redification of weld defect By re-welding after complete removal of d e weld & rectify
17, the weld as per C1.32.2 of IS 9595-96, using A4 class of
Electrades of specn. IRS M.28-2017 after conducting DP Test.
18 Inspection of Weld Visual, D.P. Test & Macro Etching.
16, Any other relevant Details Top Chord U3 - U4 & U4 - US

B
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Welding Proced ecification Sheet for 76.2 M. Span Open Web Girder (Welded through t 25 T Loading — 2008

M/s. Rayal Infraconstru Ltd.,
Urla Industrial Growth Centre, Raipur — 493221 (C.G.) .

Name and address of Fabricator

Welding Procgdure specification No. | : | ROYAL/SIVOK-RANGPQ/76.2/08 dated 29.01.2022
01. Draw_mg Nr_:. _ : | RDSO/B-17183/R (G.A.) —
02. | Welding Joint Description. : | Fillet 8 mm " : ———
03. BaseLMetal. 1| I1S: 2062:2011 E-250 C.
04. | Welding Process : | SAW. = —
05. | Welding Position. B t | Flat
06. | Welding Consumable, B
Electrode/Wire

Class | : | W1 of IRS M.39-2001.
6.1

Type | : | Copper ggated Solid Wire.

Drying Method | : | N.A.

6.2 | Flux |

Class | : | F10of IRSM 39 -2001

Type | : | Agglomerated.

Drying Method | : | Recommendation as per manufacturer.

6.3 Shielding Gas | NA.

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

weld quality. :
71 Joint design Details
. =13
(Sketch showing arrangements of parts, weld .
beat weld passes & their sequence etc.,) P, }_.r
BETI‘EH—P" 8 MM WELD-<4—
W

Component :- End Raker-L0-Ul

Top Plate with Web

- [
_’% j! ||
3 20
20 Lo uT

25 | Joint preparation ;| As Per15:4353 - 1995, CL.7, IRS B1-2001, CI.17.3 & WBC - 2001.

08, Welding Current :
Tyee [ . | pc
Polarity | | paverse

| go. | Welder qualification - | As per IS: 7310/7307 (Part-I) — 1974

1p, | Welding Parammeters and technique ! / /

10.1 | Welding Paramelers
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\d ’ des | — . .
Seun::ce No E::fgg?: S Lurrent Arc Vo'tage Wire Feed Travel Speed | Electrical St‘rck_r Gas Flow
’ (mm) ' (Amps) (Volt) l Speed (m/min) out (mm) (I/min.)
' 1 . (m/min)
i— 4 | 530-570 | 38-32 [ 14-18 | 035-050 15-20 N.A.
10.2 ) Welding Sequence and technique ‘ : | Welding from run on to run off tabs at the free ends.
~
EALAN K 4
A = 2| 4
=== —
11. Pravision of run-on / run-off tabs Yes
Cleaning of weld bead before laying next weld
12. | bead : | By brush cleaning & grinding ‘\Q\ 5
. .). LY /V.‘h\;y \p
Root preparation before welding other side of C l'-éj} - ]
13. | groove weld i | N.A, e D( P d&-‘.\o’
. JA
Preheating and inter pass temperature s 4y z
14, : | 110°C (General preheating) N\ &5 P
15, | Peening : | NA ‘(fif‘ g
16, | Post Weld treatment . | N W “4.\
Redtification of weld defect " | By re-welding after complete removal of dtgctive weld & rectify
17. . | the weld as per Cl.32.2 of IS 9595-96, using A4 class of
[ Electrodes of specn. IRS M.28-2017 after conducting DP Test.
& Inspection of Weld ; Visual, D.P. Test & Macro Etching.
19 Any other relevant Details + | End Rakdr-Lo-U1
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Appendix-V (Ref.C1.26 of B 1-2001).

f—

]
welding Pro ecification Sheet for . Spa eb Girde d thr 5 T Loading — 2008
"Name and address of Fabricator " T M/s. Royal Infraconstru Ltd,,
e — | Urla Industrial Growth Centre, Raipur — 493221 (C.G.)
Welding Procedure specification No. | : | ROYAL/SIVOK-RANGPO/76.2/09 dated 29.01.2022
01. | Drawing No. i ;| RDSO/B-17183/R (G.A.)
02. | Welding Joint Description. - | Fillet 8 mm
03. | Base Metal. : | IS: 2062:2011 E-250 C.
04. | Welding Process B - SAwW.
05. | Welding Position. | Flat
06. | Welding Consumable. )
Electrode/Wire
Class | : | W1 of IRS M.39-2001.
6.1
Type | : | Copper coated Solid Wire.
Drying Method | : | N.A.
6.2 | Flux :
Class | : [ F1of IRS M 39-2001
Type | : | Agglomerated.
Drying Method | : | Recommendation as per manufacturer.
6.3 Shielding Gas . | nA
}— Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. : | Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may affect
weld quality.
71 Joint design Details
(Sketch showing arrangements of parts, weld 16 —»= '-'* -
beat weld passes & their sequence etc.,) 1 J_1 0
j"“"_r,'_:l
Component :- Diagonal- U3-L4 g \ ’f
Web with Flange ¥ WB EEL
o
e o
f---b-B MM
¥ WELD
.._ﬁ J
| |
——1
usts 1 Uj .
7.2 Joint preparation : | As Per 15:4353 - 1995, CI.7, IRS B1-2001, CI.17.3 & WBC - 2001.
08. | Welding Current L -
Type | . [ pc
Polarity | . | peverse
A J

g9, | Welder qualification ¢ | As perIS: 7310/7307 (Part-I) - 1974

Welding Paramelers and technique
= Prg

_| Welding Paramelers ¢ | : General Manager / PH-Sivok-I
10,157 Faram JV eneral Manage
| 2015} PHPRTRETSEE (3V) Cener H-Sivokl|
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T Weld Electrodes | Current Arc Voitage Wire Feed Travel Speed | Electrical Stick Gas Flow
s ‘ out (mm) (Ifmin.) r

’ Sequence No. ""E:?l rg’a (Amps) (Vek) Speed (m/min)
- i (m/min) | N
i e 530 - 570 28-32 | 14-18 | 035-050 | 15-20 | NA. |

10.2 | Welding Sequence and technique ]| i | Welding from run on to run off tabs at the free ends.
'—:f:l
A
—2
> _/_"1
_hi-,“
]
S ‘

11 Provision of run-on / run-off tabs « | yes

Cleaning of weld bead before laying next weld _ Y L SN
12. | bead * | By brush cleaning & grinding 6 Ay \'\

o L .f‘i

Root preparation before welding other side of \J'.y‘ & T o"

13. | groove weld ¢ | NA \ o ;db “4{“
- . \!f‘:i‘. PR

14, | Preheating and inter pass temperature . | 110°C (General preheating) o o 4°
15, | Peening : | NA. I ‘."
16. | Post Weld treatment : | NA.

Rectincation of weld defect " | By re-welding after complete removal of defective weld & rectify |

.17, .| the weld as per C1.32.2 of IS 9595-96, using A4 class of
Electrodes of specn. IRS M.28-2017 after conducting DP Test.

- E Inspection of Weld : Visual, D.P, Test & Macro Etching.

Diagonal- U3-L4

19. Any other relevant Details ] :
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Appendix-V (Ref.C1.26 of B I-2001).

ding Procedure Specification Sheet for 76.2 . Span Open Web Girder (Welded through type) 25 T Loading — 2008

— ; - - .
['Name and address of Fabricator I M/s. Royal Infraconstru Ltd.,
I : . — | Urla Industrial Growth Centre, Ralpur — 493221 (C.G.)
M@gapamﬁ:”ﬁ;@ﬁﬁ“"” No. :‘ ;| ROYAL/SIVOK-RANGPO/76.2/10 dated 29.01.2022
|_01. | Drawing 1¥0. — || nosoBI7i63/R (GA)
02. | Welding Joint Description. : | Filet8 mm
03. | Base Metal. - T - -
04. | Welding Process — 1 ;S’;ﬁﬁZJGll E-250 C.
05. | Welding Position. o = F‘I'a_{ : =
06. | Welding Consumable, =
Electrode/Wire
Class | : | W1 of IRS M.39-2001.
6.1
Type | : | Copper coated Solid Wire,
Drying Method | : | N.A.
M 6.2 | Flux il
Class | : | F10f IRSM 39— 2001
Type | : | Agglomerated.
Drying Method | :; | Recommendation as per manufacturer,
c3 | Shielding Gas mr
Base Metal Preparation Fusion Faces and adjacent surfaces are deaned and made free from
07. : | Cracks, Notches, Mill scale, Gmase Paint, Rust etc., which may affect
weld guality.
721 Joint design Details
(Sketch showing arrangements of parts, weld 20—“] ]"'— 8
beat weld passes & their sequence etc.,) L f__ r
.F—‘ \)
Component :- Diagonal-L2-U3 ﬁ"“f _f o
MM WELD
Web With Flange
it S
~—=8 MM WELD
| A
t 161
L2-U3
7.2 Joint preparation : | As Per IS:‘l353 - 1995, CL.7, IRS B1-2001, C1.17.3 & WBC — 2001.
__08. | Welding Current e
Type : | DC
] Polarity | | peverse
09. | Welder qualification - | As per IS: 7310/7307 (Part-I) — 1974 /
el .
10, | Welding Parameters and technigue : (/v/,
[ —
elding P, L :
| 100 PR REYRIRL v SGe"afaf Manager / PH-Sivok.|
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weld Electrodes |  Curre - Vel
. nt : { _
sequence No. wire dia. ( Am“{:ffm Feed | Travel Speed | Electrical Stick |  Gas Fiow
.l (mm) oit) \ {SF:’EB'U ' (m/min) out (mm) (I/min.)
1 4 530 - ' m/min) | -
=5 28-32 | 14-18 | 0.35-0.50 15-20 N.A.
i J : | Weldinggfrom run on to run off tabs at the free ends.
¥
e B
1
b “_\
v—d
11. Provision of run-on / run-off tabs Yes
Cleaning of weld bead before laying next weld . ']/
12. | bead : | By brush cleaning & grinding %
%
Root preparation before welding other side of ‘(6 \
13. | groove weld . | NA. 0‘5‘"
14. Preheating and inter pass temperature . | 110°C (General preheating) éﬁwg. o &
= L
35 || P ;| N, o <«
&
L
16. Post Weld treatment - | NA 4
Rectification of weld defect By re-welding after complete removal of defective weld 8 rectify
~. 17. . | the weld as per C1.32.2 of IS 9595-96, using A4 classof .
ik Electrodes of specn. IRS M.28-2017 after conducting DP Test.
18 Inspection of Weld . Visual, D.P. Test & Macro Etching.
ug Any other relevant Details .~ Diagonal-L2-U3
. |
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eldin ure Specification She 76.2n1.S en Web Gird elded thr e) 25T ing — 200

Name and address of Fabricator |+ T/s. Royal Infraconstru Ltd.,

Urla Industrial Growth Centre, Raipur = 493221 (C.G.)
. | ROYAL/SIVOK-RANGPO/76.2/11 dated 29.01.2022
RDSO/B-17183/R (G.A.)

_ Welding Procedure specification No.
01. | Drawing No. T

02. | Welding Joint Description.

. | : | Fillet 8 mm s
03. | Base Metal. : | 1S: 2062:2011 E-250 C.
04. Weld!ng Process ] ¢ | S.AML . —
05. | Welding Position. . | Flat
06. | Welding Consumable. i ) .
Electrode/Wire
Class | : | W1 of IRS M.39-2001.
6.1
Type | ! | Copper coated Solid Wire.
Drying Method | : | N.A.
. 62 | Flux
Class | + | F10of IRSM 39— 2001
Type | : | Agglomerated.
Drying Method | : | Recommendation as per manufacturer.
6.3 Shielding Gas | NA
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. . | Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may affect
weld quality.
721 Joint design Details
(Sketch showing arrangements of parts, weld 12-#
beat weld passes & their sequence etc.:) ) i !_! _['1 P
Component :- Diagonal-L4-US E‘_‘—f—| i 1
\—M MM WELD
Web With Flange
- o
! o
<t
6 MM WELD
-
[ [+ _/ N
% 124
L4-Us
79 Joinl preparation —‘ : | As Per IS:4353 — 1995, C1.7, IRS B1-2001, CI.17.3 & WBC - 2001.
08. | Welding Current i '
Type . | DC
Polarity Reverse / }
a9, Welder qualification . | As perIS: 7310/7307 (Part-I) — 1974
10, | Welding Parameters and technique : Prasénjit Purkayastha

I Fal

101 | Welding Parameters

e BOVALITL{IV)

Generstivenagar PH-Sluakell
Sivok-Rangpo New BG Rail Line Projec

e ft
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wed b Eigctr(;qes | Current ArcVoltage | Wire Feed | Travel Speed | Electrical Stick |  Gas Flow
e W;;ﬁmlja. l A} (Volt) Speed (m/min) out (mm) (I/min.)
g it -~ S (m/min) | N
1 4 | 530-570 | 28-32 14-18 | 035-050 | 15-20 NA. |
10.2 | Welding Sequence and techniue ‘ : | Welding from run on to run off tabs at the free ends. .
' —3
—
S .
2
"/‘"" 1
__FJ
g
11. Provision of run-on / run-off tabs i |y
Cleaning of weld bead before laying next weld N
12. | bead : | By brush cleaning & grinding Y“_{f j \‘5
o & e g "\.
Root preparation before welding other side of D" ,3 %@‘
13. | groove weld © | NA < ;J" o
'\V,‘ _:!‘;‘ r;ﬁ? "ﬁ
1. Preheating and inter pass temperature . | 110° (General preheating) \ & g 1‘4
i, |- . | NA. ‘45 i &
®
16. Post Weld treatment - | NA. .,
| By re-welding after complete removal of defective weld & rectify

Rectification of weld defect
. 17. ;| the weld as per C1.32.2 of IS 9595-96, using A4 class of
; Electrodes of specn. IRS M.28-2017 after conducting DP Test.

Inspecticn of Weld Visual, D.P. Test & Macro Etching.

18.

Any other relevant Details : | Diagonal-L4-U5

19.
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Appendix-V (Ref.C1.26 of B I-2001).

/ [ Name and address of Fabricator i M/s. Royal Infraconstru Ltd.,
oh Proscad —— - ] Urla Industrial Growth Centre, Raipur — 493221 (C.G.) ]
Welding rocedure specification No. . | ROYAL/SIVOK-RANGPO/76.2/12 dated 29.01.2022
01. | Drawing No. e : | RDSO/B-17183/R (G.A.)
02. | Welding Joint Description. | Fillet 8 mm _ ]
03. | Base Metal. o . | IS: 2062:2011 E-250 C.
| 04. | Welding Process | [saw.
0S. | Welding Position. T Fiat ' B
06. | Welding Consumable. ‘
Electrode/Wire I
Class | : | W1 of IRS M.39-2001,
6.1
Type | : | Copper gpated Solid Wire.
Drying Method | : | N.A.
) 6.2 | Flux
Class | : | F10fIRSM 39~ 2001
Type | : | Agglomerated.
Drying Method | : | Recommendation as per manufacturer.
6.3 Shielding Gas : | N
Base Metz! Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. : | Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may affect
weld quality.
Joint design Details
7.1
32 —
(Sketch showing arrangements of parts, weld _'I |
beat weld passes & their sequence etc.,) — N . ®8MMWELD vV ‘6‘
e Y P
Component :- Bottom Chord- L2-L3 & L3-L4 ' X . & gk
& t_“: :‘_.;'P “
Web With Additional Plate % & o 4
) B @
- S {16 MW s
i & 5 8
& e
°
r— ‘.‘
, So——
L2-L3 & L3-L4
72 Joint preparatlon : | As Per 15:4353 — 1995, C1.7, IRS B1-2001, CI.17.3 & WBC - 2001,
08. | Welding Current :
Type [ [ pc
Polarity | . | Rayerse
y: S
gg. | Welder qualification .| As per IS: 7310/7307 (Part-I) - 1974
=7
10. | Welding Parameters and technique : Pr agé/
10,1 | Welding Paramelers JV) que'neral Manager / PH-Sivok-|l
Eaor ROYAL-ITL ( Sivok- S it
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e Tt - ™ Gas.
weld - Current ArcVoitage | Wira Feed | Travel Speed | Electrical Stick | Gas Flow !
sequence NO. ‘ wire dia. (Amps) ‘ (Volt) Speed (m/min) out (mm) (I/min.)
sl () . (/min) | ‘
1 4 530-570 | 28-32 | 14-18 0.35-0.50 15 = #) NA
10.2 ] Welding Sequence and technique |] : | Welding from run on to run off tabs at the free ends.

/N A

B ‘

f’.,j 11| Provision of run-on / run-off tabs i .
Cleaning of weld bead before laying next weld _ @ @IS
12, | bead : | By brush cleaning & grinding '{é(é &\..
] LY E .S
Root preparation before welding other side of
13. | groove weld ;| NAA.
14, Preheating and inter pass temperature . | 110°C (General preheating)
15, | Peening . | NA.
16. Post Weld treatment - | NA.
Rectification of weld defect By re-welding after complete removal of defective weld & rectify
17. . | the weld as per €1.32.2 of IS 9595-96, using A4 class of
Electrodes of specn. IRS M.28-2017 after conducting DP Test.
18 Inspection of Weld Visual, D.P. Test & Macro Etching.
16. Any other relevant Details . | Bottom Chord- 1213 & L3-L4
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’ Appendix-V (Ref.CI.26 of B 1-2001).

e
Name and address of Fabricator M ;’s.ﬁoyai Infraconstru Ltd., ==
e e | Urla Industrial Growth Centre, Raipur — 493221 (C.G.)
_w{]_:i;@ggbm?:ur:;pecmcatmn No. : | ROYAL/SIVOK-RANGPO/76.2/13 dated 29.01.2022
: = 30 — . | RDSO/B-17183/R (GA.)
__02. Weldil'lg Joint D__escrlm]on. Fillet B mm
03. | Base Metal o T =
: . IS: 2062:2011 E-250 C.
04. | Welding Process SAW
05. | Welding Position. Fllatr : =
06. | Welding Consumable.
Electrode/Wire
Class W1 of IRS M,39-2001.
6.1
Type Copper coated Solid Wire.
Drying Method NA.  »
' 6.2 | Flux
=
Class F 1 of IRSM 39 - 2001
Type Agglomerated.
Drying Method Recommendation as per manufacturer.
6.3 Shielding Gas NA.
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may affect
weld quality.
71 Joint design Details
(Sketch showing arrangements of parts, weld 2= |r“‘_
beat weld passes & their sequence etc.,) o o8 MM WELD
“f
Component :- Bottom Chord- L4-L5 N V ée S
VeI s
Web With Additional Plate D{ " & £
- &
i S 25 TS e
© N4 & _)3 ,3
Py iy
A
| r &5
______ il & K
L4-L5 °
7? Joint preparation As Per 1S:4353 — 1995, CL7, IRS B1-2001, C1.17.3 & WBC - 2001.
08. | Welding Current -]
Tvee | . | pc
Polarity
Reverse 7 i
09 Welder qualification As per 1S: 7310/7307 (Part-I) — 1974
) ‘ | £
10, | Welding Parameters and technique Prasenjit Purkayasma
e — - | General anager’ ri-i-f'iwu'n f
10,1 | Welding Parameters - | Sivok-Rangpo New BG Rail Line Projeg
= ParROA= Siligun
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Weld Electrodes T ) -
sequence No. wire dia. ([:Er:;s:)t. Arc Ve'tage Wire Feed Travel Speed | Electrical Stick | Gas Flow
(mm) (Volt) Speed (m/min) . out (mm) (I/min.)
1 4 | s30-s570 (m/min) -
: -570 | 28-3 14-18 0.35 - 0.50 15-20 NA |

2| Weldi ;
10 elding Sequence and technique Welding from run on to run off tabs at the free ends.

| —

- A

. 2

11 Provision of run-on / run-off tabs o Ul e
Cleaning of weld bead before laying next weld
12. | bead By brush cleaning & grinding
L
Root preparation before welding other side of
13. | groove weld N.A.
14. Preheating and inter pass temperature . | 110°C (General preheating)
g5, | Peening . | NA.
16. Post Weld treatment . | NA.
Rectification of weld defect By re-welding after complete removal of defective weld & rectify
17. . | the weld as per €1.32.2 of IS 9595-96, using A4 class of
Electrodes of specn. IRS M.28-2017 after conducting DP Test.
18 Inspection of Weld Visual, D.P, Test & Macro Etching.
19. Any other relevant Details Bottomn Chord- L4-L5
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Appendix-V (Ref.C1.26 of B 1-2001).

Iding Procedur ification Sheet for 76.2 n, Span Open Web Gird elded through type) 25 T Loading — 2008

"Name and address of Fabricator

M/s. Royal Infraconstru Ltd.,
- Urla Industrial Growth Centre, Raipur — 493221 (C.G.)
Welding Procs_edure specification No. - ROYAL/SIVOK-RANGPO/76.2/14 dated 29.01.2022
| 01. | Drawing No. RDSO/B-17183/R (G.A.) ]
02. | Welding Joint Description. Fillet 6mm
03. | Base Metal. 1S: 2062:2011 E-250 C.
04. | Welding Process SAW.
05. | Welding Posiltion. Flat
06. | Welding Consumable.
Electrode/Wire
Class W1 of IRS M.39-2001,
B Type Copper coated Solid Wire.
Drying Method N.A.
6.2 | Flux
Class F1lorIRSM39-2001
Type Agglomerated.
Drying Method Recommendation as per manufacturer,
6.3 Shielding Gas NA.
Metal Preparation T [ Fusion Faces and adjacent surfaces are cleaned and made free from
07. Base e . Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may affect
weld quality.
i il
71 Joint design Details
o
(Sketch showing arrangements of parts, weld i
beat weld passes & their sequence €tc.,) "—_'\ _f y
Component :- (a) Vertical, —5 MM WELD Y é‘\
(b) Portal L S A
(c) Sway Girder 10 ® S 8
——y |— (:‘_ o
AP
& &1
;"ﬁ"'SMM WELD #"r;%.;;- o
F w o
—=——a tty@? oduo
2] &
VERTICALS,FCRTAL SWAY GIRDER ¢°
7.2 Joint preparation As Per IS: 4353 — 1995, CI.7, IRS B1-2001, C1.17.3 & WBC - 2001.
08. | welding Current e e ’
Type DC
- Po_lari_ty__. Reverse
09 Welder qualification As per IS: 7310/7307 (Part-I) — 1974 /{:‘&
Welding Parameters and technique 7
10. ’ - SRR | PrasenjitPurkayastha- ]
Welding Parameters : General Manager / PH-Sivok-
10. e
A /—J* E Sivok-Ranapo New BG R ect
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Appendixn-V (Ref.C1.26 of BI-2001

weld : Curtent | Arc Veltage Wire Feed | Travel Speed | Electrical Stick !
sequence No. wire dia. (Amps) (Volt) Speed (m/min) out (mm)
b (mm) R - (m/min) P ‘
1 4 | 530 - 560 26 - 30 14-18 | 035-0.50 15 - 20

10.2 \ Welding Sequence and technique

Gas Flow
(Ifmin.)

N.A.

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

1
% .
1= =3
. N p
—— a3
11 Provision of run-on / run-off tabs Yiis
Cleaning of weld bead before laying next weld
12. | bead By brush cleaning & grinding
Root preparation before welding other side of
13. | groove weld : | NA
14. Preheating and inter pass temperature . | 110°C (General preheating)
15, [P N.A.
16. Post Weld treatment NA.
Rectification of weld defect By re-welding after complete removal of defective weld & rectify
17. the weld as per C1.32.2 of IS 9595-96, using A4 class of
Electrodes of specn. IRS M.28-2017 after conducting DP Test,
| 18 Inspection of Weld Visual, D.P. Test & Macro Etching.
1, | Any other relevant Details : | (@)Vertical,. (b) Portal (c) Sway Girder




/ﬁé?nd address of Fabricator
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Appendix-V (Ref.CI.26 of B 1-2001).

weldi ure Specification Sheet -2 m. Span Open Web Girder (Welded through type) 25 T Loading — 2008
| : | Mis. Royal Infraconstru Ltd., -
oty o - Urla Industrial Growth Centre, Ralpur — 493221 (C.G.)
Welding roce ulr':a specification No. ROYAL/SIVOK-RANGPO/76.2/15 dated 29.01.2022
| 01. | Drawing No. 5 : | RDSO/B-17183/R (G.A.)
02. | Welding Joint Description. . | Fillet 12mm -
03. | Base Metal. . | IS: 2062:2011 E-250 C.
04. | Welding Process - | S.AW.
05. | Welding Position. . | Flat
06. | Welding Consumable.
Electrode/Wire
Class W1 of IRS M.39-2001.
6.1
Type Copper coated Solid Wire.
Drying Method | : | N.A.
e 6.2 | Flux
Class FlorIRSM39- 2001
Type Agglomerated.
Drying Method Recommendation as per manufacturer.
6.3 Shielding Gas N.A.
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from Cracks,
R, Notches, Mill scale, Grease, Paint, Rust etc., which may affect weld guality,
7.1 Joint design Delails
[
(Sketch showing arrangements of parts, " . "{_N
weld beat weld passes & their sequence 3 _1 )) P
etc.,) 12 MM WELD _ \
Component :- Cross Girder o \(Xk L
Web with Flange ST P G .
o« &5 S 1‘_,“-'\'Eﬁ
f:::J‘J’ {_‘fr
7 /12 MM WELD g& g @
. _{ .“.ﬁi"ﬂ'
ot @
CROSS GIRDER
7.2 | Joint preparation As Per IS: 4353 — 1995, C1.7, IRS B1-2001, C1.17.3 & WBC — 2001,
08. | Welding Current :
Type DC
Polarity : | Reverse '
10. | Welding Parameters and technique Z2Z
10.1 | Welding Parameters . PFESenji[ Purkaya;;ha
General Mananar ! O o .
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Appendix-V (Ref.C1.26 of BI-2001

weld Electrodes |  Curent | ArcvVoltage | Wire Feed | Travel Speed | Electrical Stick |  Gas Flow
sequence No. | wire dia. (Amps) (Volt) Speed (m/min) out (mm) (I/min.)
— L S . (m/min) |
B : __560- 600 28-32 2333 022-032 | 15-20 |  NA. |
[— 560-600 | 28-32 23-3.2 022-032 | 15-20 | NA |

10.2 \ Welding Sequence and technique

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

| . ]
AN
1845~ \_347
488 || 286
s

I _

l 1. \ Provision of run-on / run-off tabs Ve
Cleaning of weld bead before laying next weld
12. | bead By brush cleaning & grinding
Root preparation before welding other side of
13. | groove weld N.A,
14. Preheating and inter pass temperature 110°C (General preheating)
I e N.A.
16. Post Weld treatment NA.
By re-welding after complete removal of defective weld & rectify
17. | Rectification of weld defect the weld as per C1.32.2 of IS 9595-96, using A4 class of
Electrodes of specn. IRS M.28-2017 after conducting DP Test.
/s Inspection of Weld Visual, D.P. Test & Macra Etching.
19. | Any other relevant Details Cross Girder.
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Appendix-V (Ref.CI1.26 of B 1-2001).

welding Procedure Specification She r76.2 n'. Span Open Web Gir o type) 25 T Loading —
Name and address of Fabricator - .\..:._. M/s. Royal Infraconstru Ltd.,
— : = - Urla Industrial Growth Centre, Raipur — 493221 (C.G.)
welding Procedure specification No, . | ROYAL/SIVOK-RANGPO/76.2/16 dated 29.01,2022
01| Drawing No. D : | RDSO/B-17183/R (G.A.)
02. 1 Welding Joint Description. : | Fillet 6mm
03. | Base Metal. . | IS: 2062:2011 E-250 C.
04. | Welding Process ;| 5.AW. e
05. | Welding Position. : | Flat e e
06. | Welding Consumable.
Electrode/Wire
Class | : | W1 of IRS M.39-2001.
6.1 ;
Type | @ | Copper dhated Solid Wire.
Drying Method | : | N.A.
®! 62 | Flux
( Class | + | F1orIRS M 39— 2001
Type | : | Agglomerated.
Drying Method | : | Recommendation as per manufacturer.
6.3 Shielding Gas . | NA.
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. : | Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may affect
weld quality.
7.1 Joint design Details
(Sketch showing arrangements of parts, weld
beat weld passes & their sequence etc.,) |
Component :- (a) Top Lateral Bracing
7
TOP LATERAL BRACING
29 Joint preparation : | As Per IS: 4353 - 1995, CL.7, IRS B1-2001, CI1.17.3 & WBC - 2001,
08. | Welding Current
Type ;| BC
Polarity | . | peverse R
s r
og, | Welder qualification : | As per IS: 7310/7307 (Part-I) - 1974
10, | Welding Parameters and technique : Lo
Pr; T
1g. | Welding Parameters General M-
| PR | S Siy al Manager / PH-Sivok-l|
g s I * - . 3

T w————————
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,-"""-'r-_-___-__: ; - - -
ald Electrodes — it _ i
i ‘ —— %:gen; ArcVoliage | Wire Feed | Travel Speed | Electrical Stick | Gas Flow
5eq hafin ps (Vek) Speed | (m/min) out (mm) (1/min.)
—7 1 (m/min) | |
4 = } |
I " 230-560 | 26-30 14-18 | 0.35-0.50 5-20 | NA |
102 \ Welding Sequence and technique | | Welding from run on to run off tabs at the free ends.
l p.
AR
o
22—t Yt
1 11, | Provision of run-on / run-off tabs "
et Cleaning of weld bead before laying next weld
l 12. | bead By brush cleaning & grinding ' 4@\ S
o~ ./’:.Y %\ @s \\
Root preparation before welding other side of X A5 <
13. | groove weld T | NA. T _,-__’..'_:r‘
el O s
Preheating and inter pass temperature - Y > &
‘ 14, 110°C (General preheating) & 5 &6
| .. | Peenin & v
15. g N.A. & &&p X
16. Post Weld treatment . | NA v 43
Rectification of weld defect By re-welding after complete removal of defeltive weld & rectify
17. - | the weld as per C1.32.2 of IS 9595-96, using A4 class of
Electrodes of specn. IRS M.28-2017 after conducting DP Test.
18 Inspection of Weld ; Visual, D.P. Test & Macro Etching.
[ ——
18. Any other relevant Details Top Lat. Bracing
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welding Procedure Specification Sheet for 76.2 i, Span Open Web Girder (Welded through type) 25 T Loading — 2008

M/s. Royal Infraconstru Ltd.,

i "
— — | Urla Industrial Growth Centre, Raipur — 493221 (C.G.) B
W:‘}Elldlng gr::?sl-ll: specification No. | ROYAL/SIVOK-RANGPO/76.2/17 dated 29.01.2022
| QW) T0. _ . | RDSO/B-17183/R (GA.)
I-—Uz' drekding Jowt Desmipeedl, | : | Filet12mm .
03. | &35;_”3?" | & [ 1S: 2062:2011 E-250 C.
04. elding Process SAW.
05. | Welding Position. Flat
p6. | Welding Consumable.
Electrode/Wire
Class W1 of IRS M.39-2001.
6.1
Type Copper coated Solid Wire.
Drying Method | : | N.A. '
| 62 | Fux
Class F 1 or IRS M 39 - 2001
Type Agglomerated.
Drying Method | : | Recommendation as per manufacturer.
6.3 Shielding Gas NA.
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. Cracks, Notches, Mill scale, Grease, Paint, Rust etc., which may affect
weld quality.
71 Joint design Details |
[Ts)
(Sketch showing arrangements of parts, weld o f o~
beat weld passes & their sequence etc.,) T
\
Component :- Stringer @ S —-12 MM WELD
Web with Flange. L\ K §
(g o | e
/—P-12 MM WELD
£t
| ——
° mj
&° o
STRINGER
S5 | Jont preparation As Per IS: 4353 — 1995, CL.7, IRS B1-2001, C1.17.3 & WBC — 2001.
Us. | Welding Current %
Type DC
- Polarity Reverse )
oo, | Welder qualification As per IS: 7310/7307 (Part-1) - 1974
— e 7
ters and technique -
10, | Welding Parameters @ 3 B Prasenjit T
I Weldina Parame - General Ma ;
Welding Parameters : anager / PH-Sivok-||
10.1 o BOVAT -1Ph [ v)_ o | Sivalk D-ﬁ!!g;‘& NewBE-Raitt ot
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) Appendin-V (RelLCL26 of
— Weld Electrodes | Current —_— _ _ o
4 sequence No. \ wire dia, l (Amps) ~ Arc{\:rfoltage ‘ Wire Feed Travel Speed | Electrical Stick |~ Gas Flow
(mm) | ait) Speed (m/min) out (mm) (I/min.)
-1 x| 4 \ - | (m/min)
540 - 580 28 - 32 2.0-28 ] 7
at i D=2 0.24 - 0.35. 15- 20 NLA. |
10.2 | Welding Sequence and techni _ . ; o ]
q Edm!que | * | Welding from run on to run off tabs at the free ends.
| _ |
Pl
=13
L
4_\\ - ™ 2
E =
i Provision of run-on / run-off tabs vag ¥
Cleaning of weld bead before laying next weld -{ b
12. | bead By brush cleaning & grinding ,&\ ‘a‘. [
Root preparation before welding other side of > A D\
13. | groove weld N.A. 'Y' 43‘ m&‘? K‘?
14, Preheating and inter pass temperature 110°C (General preheating) ‘& ’%,ifg 2
15. Peerlhg N.A. ‘bJ é.
16 Post Weld treatment N.A. %
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 A4 class of
17, g
o Electrodes of specn. IRS M.28-2017 after conducting DP Test.
" 1g. | Inspection of Weld Visual, D.P. Test & Macro etching
1o, | Any other relevant Details Stringer Web with Flange.
- l L
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Appendix-V (Ref.CI.26 of B I-2001).

irder (Welded throu_ h

Ms. Royal Infraconstru Ltd.,
; — —_— Urla Industrial Growth Centre, Raipur - 493221 (C.G
elding Pracedure specificat —_— IS , Raipur (CG.)
‘*‘31_ gnrawm No.p onMo. | ROYAL/SIVOK-RANGPO/4S. 7/18 dated 29.01.2022
: e 5 = A,
02. | Welding Joint Description, e COSE/SIHBR (BA)
| | Fillet 8 mm
03. | Base Metal. 15 2062:20
04. | Welding Process Lo 08203 B290 G
F— : T GMAW
05. | Welding Position. Beraonia]
06. | Welding Consumable,
Electrode/Wire o
Class I of IRS M 46-2013.
6.1
Type Copper coated Solid Wire. é‘,‘
A
Drying Method | : | N.A. B .y, / Vl/‘\ & N
6-2 Fh.l)( ( -' f:«"' . - ‘,
4;, RS
Class | : | NA, Y w\},@
& &
Type | : [ NA RO
& g‘ 2°
Drying Method N.A [ o
6.3 Shielding Gas 02 g .‘-
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. Cracks, Notches, Mill scale, Grease:, Paint, Rust etc., which may affect
weld quality.
71 Joint design Details
, T .
(Sketch showing arrangements of parts, weld "
beat weld passes & their sequence etc.,) P N pie Pl 2808165500
Component :- Corner bracket Rib Plate for X 8 N }
Girder 3& \\ i
L. . N W
V type groove to be fill up by weld material In _i 1'1 % v | e g
both plate. ] ) S S - g ;
85 6GED=480 4 | ¢ ‘=P 280st6:600
b §20 !
-~ Joint preparation As Per IS: 10178 — 1995, CL.9, IRS B1-2001, CI.17.3 & WBC — 2001.
08. | Welding Current
Type DC
Polarity e—
gg, | Welder qualification As per IS: 7310/7307 (Part-T) — 1974
10, | Welding Parameters and technique . /
10,4 | Welding Parameters /‘w
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= ._ -
gequence No. wire dia. ( ::]:e - ‘ Arc Valtage Wire Feed Travel Speed | Electrical Stick |~ Gas Flow
i ps) | (Volt) Speed (m/min) out (mm) (I/min.)
L — A __{m/min)
1 ‘ . o
I —— \| -2 ) 24 - 28 14-22 N.A. 13-18 15-20
2 \ 12 i |
L | 180-2m L 24-28 14-2.2 N.A. 13-18 15- 20
10.2 \ Welding Sequence and technique
28— || —1&3
i
'! [ |
\ 11. ‘ Provision of run-on / run-off tabs NA.

Cleaning of weld bead before laying next weld
bead

By brush cleaning & grinding

Root preparation before welding other side of

13. | groove weld

C
>

N.A.

f&m)j % Vg{ovf ‘:*» Gﬂ; 2
\y‘z@‘ ::aogr(fé |
: \& Fi; %

L4

Y 14, | Preheating and inter pass temperature 110°C (General preheating) @& ,'5:%
- S
15. Peening N.A. v&?ﬁ ‘&Q
16. Post Weld treatment NA. a°
Redtification of weld defect By re-welding after complete removal of defective weld & rectify
17. the weld as per C1.32.2 of IS 9595-96, using A4 class of
Electrodes of specn. IRS M.28-2017 after conducting DP Test.
18 Inspection of Weld Visual & D.P. Test.
e 19. Any other relevant Details Rib of Corner Bracket




Pave 37 of 50

Appendix-V (Ref.C1.26 of B1-2001).

welding Procedure Specification Sheet for 76.2 . Span Open Web Girder (Welded through type) 25 T Loading — 2008

[‘ﬁ;fn—];and Bdrers SAbYERiRY T Mg, Royal Infraconstru Ltd.,
S - || urla Industrial Growth Centre, Raipur — 493221 (C.G.)
Fu@gng_n_rog urs specification No. s l : | ROYAL/SIVOK-RANGPO/76.2/19 dated 29.01.2022
K e - S—— . | RDSO/B-17183/R (G.A.)
02. elding Joint Description. ~ | [Fillet 12mm
03. | Base Metal. . | IS: 2062:2011 E-250 C.
04. Weldllng Prox;?ss - | GMAW
05. | Welding Position. ] : | Horlzontal B
06. | Welding Consumable. -
Electrode/Wire
Class | : | [ of IRSM 46- 2013
6.1 :
Type | : | Copper coated Solid wlrg.
Drying Method | : | N.A.
6.2 | Flux
Class | : | NA. :
g : o 2
Type | : | N.A @é e
& 7 a0
Drying Method | : | N.A : gV g
63 ‘ Shielding Gas | coz
Base Metal Preparation Fusion Faces and adjacent surfaces are Elgned and matffe free from
07. P .| Cracks, Notches, Mill scale, Grease , Paint, Rust etc., which may affect
weld guality.
721 Joint design Details
B . o
(Sketch showing arrangements of parts, weld " _{-N “.
beat weld passes & their sequence etc.,) @
o
Component :- Cross Girder ”“\ ‘! "_I—_ qr ! \—f_“t{iﬂ U |
Web with End Plate & Flange 12 MM WELD \WELD MATERIAL
12—|-£ ot |
V type groove to be fill up by weld material in '
flange & end plate. END PLATE OF X GIRDER L .
-» .
Joint preparation | As per1S: 10178 - 1995, CL.9, IRS B1-2001, C1.17.3 & WBC - 2001.
7.2 ._
| 08. Welding Current =
Lo PR
’7 - Polarity | . | peverse
g, | Welder qualification - | As per IS: 7310/7307 (Part-1) - 1974
10 Welding Parameters and technique : ;
a : I
10.1 Welding Parameters _— . /ﬁé
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Appendin-V (Rel.CL26 ol BI-2001;

‘-"' “weld ) Eﬁr;'g'c&des \ Current ] Arc Voltage | Wire Feed | Travel Speed | Electrical Stick | Gas Flow |
Sequence NG ( P (Amps) (Voit) Speed (m/min) out (mm) (I/min.)
. .| \ | _ (m/min) _
iR 2.2 | _180-220 24— 28 14-22 NA 13-18 15 - 20 _’
S L2 200300 24 - 28 1.6-24 N.A. 13- 18 15- 20
34 12 | 180-220 24--28 14-22 N.A. 13- 18 15-20 |
l_10.2 Welding Sequence and technique ¥
L)
21 4&6 m\& }.“_"l] ,3&5
w, fl.-‘
[ |
11, ‘ Provision of run-on / run-off tabs NA.
Cleaning of weld bead before laying next weld :
12. | bead Yes :
Root preparation before welding other side of ok
13. | groove weld N.A. :"g’ﬁ‘ . ﬁc‘?"é‘
o
Preheating and inter pass temperature 10°C (G T— éd.-" G O
14. [ 1 (General preheating) oS -
: Q)
15. Peening NA. ?‘;?:,. ‘6
16. Post Weld treatment NA. ﬁl
Rectification of weld defect By re-welding after complete removal of defective weld & rectify
17. the weld as per C1.32.2 of IS 9595-96, using A4 class of
Electrodes of specn. IRS M.28-2017 after conducting DP Test.
18 Inspection of Weld Visual & D.P. Test.
® v Any cther relevant Details End Plate of Cross Girder.
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|ding Procedure 2cification § et for 76.2 . an Open Web Gj Welded through 25 T Loadi -

B e T I R R T T
“Name and address of Fabricator ) [ ]

M/s. Royal Infraconstru Ltd.,

e Urla Industrial Growth Centre, Raipur — 493221 (C.G
welding Procedure specification No, | Bowa e o L PAIPUr (€5)
| T o, — ] - RQ_YAL;’SIVOK-RANGPOI75.2,/2U dated 29.01.2022

02. | Welding Joint Description,. ] RDSO/B-17183/R (G-A.)
T | : | Fillet 6mm -
[ 04. | Welding Process 00— —- éséium?z:mu E250C.
05 |WedingPosiion, o
06. | Welding Consumable, N ) ; - .
Electrode/Wire o ]
Class | : | I of IRS M 46-2013.
6.1

Type | ¢ Coppermeg:ed Solid Wire.

Drying Method | : | N.A. L Vs _Ld\‘“ )

ERLT N £/t s —
A &
[ ] Class | : | N.A. Wo D(" : ™

T 2 i . -,‘Q‘ %
ype N.A &f&é @?‘_} .“
Drying Method | : | N.A vﬁ—’@“
)
6.3 Shielding Gas : . | coz 9‘
07 Base Metal Preparation . | Fusion Faces and adjacent surfaces are deaned and made free from Cracks,
: "_|_Notches, Mill scale, Grease , Paint, Rust etc., which may affect weld quality.
7.1 | Joint design Details ) :
o ==
i
(Sketch showing arrangements of parts, weld —--] I--1 6&20&25
beat weld passes & their sequence etc.,) | A 2
Component :- Batten Plate With Flange e |
Diaph. Plate With Web '
R i 10812816—
6 AR rul "y 20825832 ‘.\‘ |
WELD < L B
Y — 4 = £
‘ ) Y ) “’f 1 0'! ATTEN
\-DIAPH, PLATE- :JEMLEM PLATE
10 THE.
FOR ALL SECTION FORALL SECTION
7.2 Joint preparation : As Per IS: 10178 — 1995, CL.9, IRS B1-2001, CI.17.3 & WBC — 2001,
08. | Welding Current .
Type [ . | pc
Polarity Reviapas
09. | Welder qualification i | As per IS: 7310/7307 (Part-1) - 1974 y
10 Welding Parameters and technigue y /
10.1 Welding Parameters - l .
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Appendix-V (RefC1.26 of B]-2001;

T weld Electrodes Current |

sequence No. | wire dia. (Amps) Arc(‘jn:tage Wire Feed | Travel Speed | Electrical Stick | Gas Flow
| (mm) clt) @‘}fﬁﬁ} (m/min) out (mm) (1/min.)
1 \ 1.2 ] B
_1_80__2_3____24 - 28 14-22 NA. | 13-18 15-20
10.2 | Welding Sequence and technique _
22—, 1 g A
Y\ |/ AJ |/
' 1 L | |l
1 Provision of run-on / run-off tabs N.A
Cleaning of weld bead before laying next weld
12. | bead : | By brush cleaning & grinding
Root preparation before welding other side of
13. | groove weld : | N.A.
14, | Preheating and inter pass temperature ' . | 110°C (General preheating)
15 Peening -: NA.
16, | Post Weld treatment » | A
Rectification of weld defect By re-welding after complete removal of defective weld & rectify
17. : | the weld as per C1.32.2 of IS 9595-96, using A4 class of
Electrodes of specn. IRS M.28-2017 after conducting DP Test.
18 Inspection of Weld i Visual & D.P. Test.
#19' Any other relevant Details ;| Batten Plate & End Diaph.

4
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N Appendix-V (Ref.Cl.26 of B 1-2001).

edure Specification Sheet for 76.2 m, Span Open b Girder (W o & BE T laading - 2068

ond address of Fabricator 1 S
Name e and abvicator * | M/s. Royal Infraconstru Ltd.,
___| Urla Industrial Growth Centre, Raipur — 493221 (C.G.)
rocedure specification No. 1 . 221
"ﬁ'd'“gg:aoﬁn e ecficationNo. 1"t | ROYAL/SIVOK-RANGPO/76.2/21 dated 29.01.2022
02. | Welding Joint Description. . g{ﬁjféi;?lﬁf EiGh)
X gi' Eva:fﬁm;t::&ess "+ | 15: 2062:2011 E-250 C.
|| e AR VINGeS : | GMAW
05. | Welding Pasition. + | Horizontal
06. | Welding Consumable. - B
Electvode/Wire i = -
Class | : | Iof IRS M 46-2013.
6.1
Type | : | Copper coated Solid Wire.
Drying Method | : | N.A.
# 62 | Flux
Class | : | N.A.
Type | : | NA
Drying Method | : | N.A
6.3 Shielding Gas . | coz
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. : | Cracks, Notches, Mill scale, Grease , Paint, Rust etc., which may affect
weld quality.
71 Joint design Details
§ Mi—ta
(Sketch showing arrangements of parts, weld L
heat weld passes & their sequence etc.,) /}{\
Component :-
Lacing (Flat-16x125) With Flange of Top Chord vy
Lacing (flat-16x100) With Flange of End Raker 'i"\\ ; \/'
Lacing (Flat-16x65) With Flange of Diagonal = /T /
|
] -
iacing
FLAT-16X 128
FLAT-16X100
FLAT-16X 65
FOR TCP CHORD,END RAKER & DIAGOMAL
e Joint preparation _: As Per 1S: 10178 - 1995, CL.9, IRS B1-2001, CI.17.3 & WBC — 2001,
08. | Welding Current :
Tve | . | bc
Polarity Reverse
09, | Welder qualification i | As per IS: 7310/7307 (Part-I) — 1974
ra
10, Welding Parameters and technique : /
™ _Weldlng Param_et?a- T . == o
e N - Praseniit Purkayastha |
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Appendix-V (Rel.CL26 of BI1-2001

— weld | Electrode 3
sequence No. wire dis \ ((Z:rl;ent Arc Voltage Wire Feed Travel Speed | Electrical Stick Gas Flow |
Ps) (Volt) ‘ Speed (m/min) out (mm) (1/min.)

(mm)

r . ol . ___(m/min)
) _
1_.2 _J 180 - 220 | 24-28 ‘ 14-22 N.A, 13- 18 15-20

10.2 i Welding Sequence and technique |
e |
& L»*""A
e :
] i |
L _
J {1 | Provision of run-on / run-off tabs ' o | BL &

Cleaning of weld bead before laying next weld _ X . Y;V \

12. | bead : | By brush cleaning & grinding
o A

Root preparation before welding other side of Y £57 % Ny

13. | groove weld : | NA. .&@ w;,“ “‘6’
; - A 57

14, Preheating and inter pass temperature . | 110°C (General preheating). ,,.%5 .

Peening . a\°
: © | NA. #°
16. Post Weld treatment I NA,

Rectification of weld defect By re-welding after complete removal of defective weld & rectify
17 : | the weld as per C.32.2 of IS 9595-96, using A4 class of

Electrodes of specn. IRS M.28-2017 after conducting DP Test.

1g, | Inspection of Weld Visual & D.P. Test.
19, Any other relevant Details . | Lacing
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Appendix-V (Ref.CL.26 of B I-2001).

Procedure Specification Sheet for 76.2 m, Span Open Web der (Wel e) 25 T Loading — 2008

[Name and address of Fabricator =

M/s. Royal Infraconstru Ltd.,

— ey s Urla Industrial Growth Centre, Raipur - 493221 (C.G.)
Welding Proced : ow ; Ralpur = ¢
d ure specification No. : | ROYAL/SIVOK-RANGPO/76.2/22 dated 29.01.2022

01. | Drawing No
A - e . | RDSO/B-17183/R (G.A.
02. | Welding Joint Description. | : | Fillet {Dmm [R(GA) -
03. | Base Metal, _ = | 1S: 2062:2011 E-250 C. )
04. | Welding Process - | GMAW
05. | Welding Position. : | Horizontal
06. | Welding Consumable. A n/
Electrode/Wire ' Vo«
. Class | : | Iof IRS M 46- 2013 i X ““4\ ; Qp‘-\\
A . s
Type | : | Copper coated Solid Wire. \V é“ oﬁ“oﬁ d‘“

L M
Drying Method | : | N.A. ‘t@u"‘ Qf

#5,2 Flux

Class | : | N.A, o
Type | : | NA
Drying Method | = | N.A
6.3 Shielding Gas co2
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07. . | Cracks, Notches, Mill scale, Grease , Paint, Rust etc., which may affect
weld quality. A
7.1 Joint design Details
{Sketch showing arrangements of parts, weld PL 280x1 ﬁxﬁﬂﬂj
beat weld passes & their sequence etc.,) A 10
Component :- Corner Bracket for X girder
FILLLD UP |
WELD MATERIAL J AN B
V type groove to be fill up by weld material in g . SR, s {

2 flange & end plate. @l | |10 \-PL. 2BOx16x600
o Joint preparation As Per IS: 10178 - 1995, CL.9, IRS B1-2001, CI.17.3 & WBC — 2001.
08. | Welding Current :

e . | oe
Polarity . | Reverse
0. Welder qualification ;| As per 15:¢/310/7307 (Part-I) ~ 1974
10. | Welding Parameters and technique

10.1 Welding Parameters
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Id I = s o -
Se :Zﬁce No. E\I;fg%?es sHrRent Arc Voltage Wire Feed | Travel Speed | Electrical Stick Gas Flow
1 12 l T (m/min) . !
> s 180 - 220 24- 28 14-22 N.A. "~ 13-18 15 - 20 ’
3 ' [ 400270 24-28 | 1.6-24 NA 13- 18 15 - 20
o = 180 2% 24 - 28 14-22 | NA 13-18 | 15-20 |
L

10.2 | Welding Sequence and technique

#
» L =
Provision of run-on / run-off tabs .
11. : | NA ~ HT) y V4
Cleaning of weld bead before laying next weld (x‘ \
12. | bead : | Yes - \«‘Q
: e w <O \'E“
Root preparation before welding other side of P ) oF
13. | groove weld : | N.A f,'{.‘-')‘a 3 06 “"
B g
. - < i“‘"“
14, | Prenesting and [nter passtemperatire . | 110°C (General preheating) ﬁ'&“::p’."‘ ._'{‘
15. Peening . | Wik - #’*-'ﬂ' g
16. Post Weld treatment | NA.
Rectification of weld defect By re-welding after complete removal of defective weld & rectify
17. : | the weld as per C1.32.2 of IS 9595-96, using A4 class of
Electrodes of specn. IRS M.28-2017 after conducting DP Test.
‘* 18 Inspection of Weld Visual & D.P. Test.
. | 19. Any other relevant Details : | Corner Bracket for X girder
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Appendix-V (Ref.CI.26 of B 1-2001).

weld Procedure Specification Sheet for 76.2 m. Span Open Web Girder {Welded through type) 25 T Loading — 2008

Name and address of Fabricator | . | M/s. Royal Infraconstru Ltd., N |
wel d'_ P o Urla Industrial Growth Centre Raipur — 493221 (C.G.)
Velding Procedure specification No. ] | : | ROYAL/SIVOK-RANGPO/76.2/23 dated 29.01.2022
01. | Drawing No. : | RDSO/B-17183/R (G.A.)
02. | Welding Joint Description. : |t | Fillet 122mm e
Q3. |BaseMetal. + | IS: 2062:2011 E-250 C.
04. | Welding Process - | GMAW
05. | Welding Position. : | Horizontal
06. | Welding Consumable.
Electrode/Wire
Class | ; | I of IRS M 46- 2013
o Type | : | Copper coated Solid Wire.
p Drying Method | : | N.A.
6.2 | Flux
Class | : | N.A.
Type | : | N.A
Drying Method | : | N.A
6.3 Shielding Gas o2
Base Metal Preparation | Fusion Faces and adjacent surfaces are cleaned and made free from
07. : | Cracks, Notches, Mill scale, Grease , Paint, Rust etc., which may affect
weld quality.
7.1 Joint design Details )
_rm
(Sketch showing arrangements of parts, weld - T
beat weld passes & their sequence etc.,) 15 FT v
Component :- End Bracket web with flange —P12 MM WELD
$ 12 MM 12—~ =
V type groove to be fill up by weld material in ) WELD
both plate. / J —o12 M WELD
5
i&y : 5 i
— .
o =
ISR,
2o | Joint preparation . As Per IS: 10178 — 1995, CL.9, IRS B1-2001, CI.17.3 & WBC — 2001.
08. | Welding Current -
Type - | pe
}7 - Polarity . | Reverse '
09, | Welder qualification - | As per1S: 7310/7307 (Part-1) — 1974

— v
S = -

10 Welding Pa rameters and technique /lﬂd&

10,1 | Welding Parameters _ E‘fﬂﬁ@ﬂjl Purkayastha

S
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— 4 '_I e ——— I y ~ : -
! seq::ﬁll:cé ™ fus:r?;farod?aes | Current | Arc Voltage Wire Feed | Travel Speed | Electrical Stick |  Gas Flow
' : (itit) ' (Amps) (Volt) Speed (m/min) out (mm) (1/min.)

: i = S T (m/min) _
pe— : : \I 180-220 | 24- 28 14-2.2 N.A. 13 - 18 15-20 |
T 1 #‘ 200 - 220 24 - 28 1.6-24 N.A. 13- 18 15-20

- 1.2 180-220 | 24-28 1.4-22 NA. 13-18 15- 20
10.2 | Welding Sequence and tech nique I :
2, 4&6—, 1,3&5
\ | /7 )
Y |
| |

11. Provision of run-on / run-off tabs NA. J .

Cleaning of weld bead before laying next weld . ]/ v \@_‘— N
12. | bead Yes oX N

N <

Root preparation before welding other side of \'y ‘é *

13. | groove weld N.A. &f‘ 5
.
- & R =
14, | Preheating and inter pass temperature 110°C (General preheating) N +° %
1&. 1 .2

1s. Peening NA. ¢ -°
16. Post Weld treatment N.A.

Rectification of weld defect | By re-welding after complete removal of defective weld & rectify
17. the weld as per Cl1.32.2 of IS 9595-96, using A4 class of

Electrodes of specn. IRS M.28-2017 after conducting DP Test.

18 Inspection of Weld Visual & D.P. Test.
19. AnY other relevant Details End Bracket web with ﬁange
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Appendix-V (Ref.CI.26 of B 1-2001).

ification Sheet for 76.2 m. Span Open Web Girder (Welded e) 25T Loading — 2008

Name and address of Fabricator

M/s. Rcyal_lnfraconstm Ltd.,
Urla Industrial Growth Centre, Raipur — 493221 (C.G.)

| Welding Procedure specification No.

ROYAL/SIVOK-RANGPO/76.2/24 dated 29.01.2022

01. —[ Drawing No.

RDSO/B-17183/R (G.A.)

02. | Welding Joint Description. Fillet 8 mm —

03. | Base Metal. IS: 2062:2011 E-250 C.

04. | Welding Process f GMAW —‘
Horizontal

| 05. | Welding Position.
| 06. | Welding Consumable.

Electrode/Wire
Class I of IRS M 46-2013.
6.1 b :
Type Copper coated Solid Wire.
Drying Method N.A.
6.2 | Flux
Class M.A.
Type N.A
Drying Method N.A
63 Shielding Gas o2
Base Metal Preparation Fusion Faces and adjacent surfaces are cleaned and made free from
07, Cracks, Notches, Mill scale, Grease , Paint, Rust etc., which may affect
- weld quality.
71 Joint design Details
(Sketch showing arrangements of parts, weld
beat weld passes & their sequence etc.,)
Component :-
Pad Plate girder with Bottom Flange of End
Cross
350 |\
PAD PL. 350x12x370
72 Joint preparation As Per 1S: 10178 — 1995, CL.9, IRS B1-2001, CL.17.3 & WBC — 2001.
08. | Welding Current
Type DC
Polarity R v
po, | Welder qualification As per IS: 7310/7307 (Part-I) — 1974
10 Welding Parameters and technique / 4
F=— /a
10.1 Welding Parameters

I
FPFrascorn i s —
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Curr_ént AT
NO. wire dia. Arc Voltage ire Feed | Travel S .
coquence o (Amps) (Volt 9 W'Sfe e | Travel Speed | Electrical Stick | Gas Flow
— : o (m/min) out (mm) (1/min.)
1.2 — | (m/min)
1 - 180 - 220 24 - 28 i
= s ~—— = | 1422 N.A. 13- 18 15- 20
: 180 - 2 : ~
B ] ______2_0___ 24-_3?_ 14-22 N.A. 13-18 15- 20
10.2 ‘ Welding Sequence and technique "
& |L#
e
1 Provision of run-on / run-off tabs N.A
3 A,
Cleaning of weld bead before laying next weld '
12. | bead By brush cleaning & grinding \
) 4% E"
Root preparation before welding other side of ' ™ A
13. | groove weld N.A, . ’
14. Preheating and inter pass temperature 110°C (General preheating)
15. Peening NA.
16. Post Weld treatment NA. e
Rectification of weld defect By re-welding after complete removal of defective weld & rectify
17. the weld as per €1.32.2 of IS 9595-96, using A4 class of
Electrodes of specn. IRS M.28-2017 after conducting DP Test.
Inspection of Weld visual & DP. Test, \Vidol , DP 2 LI L Ailm o
Any other relevant Details Pad Plate of End Cross Girder
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Appendlx -V (Ref.CI. 26 of B [-2001).
Open Web Girder (Welded through

. M/s. Royal Infraconstru Ltd. Urla Industrial Growth Centre,
— r— -y Raipur - 492003 (C.G.)
Welding Procedure spe == —
,ﬁ__%s_on___s_“‘f‘cmon No. ROYAL/SIVOK-RANGPO/76.2/25 dated 29.01.2022
_2' S obide RDSO/B-17183/R (G.A.)
53. — . Fillet 5 mm Tack Weld
. | et IS: 2062:2011 E-250 C.
04. | Welding Process GMAW (GMAW machine with CO2 Gas Cylinder.)
05. | Welding Position. Horizontal / Vertical
06. Welding Consumable.
6.1 Electrode/Wire
. Class 1 of IRS M 46-2013.
Type Copper coated Solid Wire. . V
&
b : Drying Method N.A. AN Y & oL —
6.2 | Flux ( [ NP
o &
Class | : | NA. A 4‘«4'
s
Type NA.. ; <®
& e
& 7§
Drying Method N.A. i, 4_\'

63 | Shielding Gas COx 935"

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

7.1 Joint design Details

Length of tack Weld 50mm
(Sketch showing arrangements of parts, weld Gap between two tack Weld appr.300mm
bead details, weld passes & their sequence etc.,} Weld Size-5 mm
7.2 Joint preparation As Per IS: 10178 — 1995, CL.9, IRS B1-2001, CI1,17.3 & WBC — 2001.
08. Welding Current
Type' : | DC
Polarity Reverse
09. Welder gualification As per IS: 7310 /7307 (Part-I) — 1974
|
I 10. | Welding Parameters and technique
Welding Parameters

J 10.1
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Appendix-V (Rel:C1.26 of 31-2001

weld Pass No. | Electrodes T Cumrerd T s ; :
‘ wire dia. f:;er;l Arc Voltage | Wire Feed ] Travel Speed | Electrical Stick Gas Flow
(mm) Ps) (Volt) ‘ Speed (m/min) out (mm) (I/min.)
"' i | - - ~ (m/min) ‘ :
% . -
| l 2_ 180 - 200 24 - 26 | 16-20 N.A. ' 13-16 l 16-18 [

[ 10.2 i Welding Sequence and technique

-

Length of tack Weld 50mm
Gap between two tack Weld appr.300mm
Weld Size-5 mm

|
11. Provision of run-on / run-off tabs N.A.
12, Qleaning of weld bead before laying next weld N.A.
bead A
13. Root preparation before welding other side of N.A.
groove weld
14. Preheating and inter pass temperature 110°C (General preheating)
15. Peening - N.A.
16. Post Weld treatment N.A.
17. Rectification of weld defect By re-welding after complete removal of defective weld.
18. Inspection of Weld : | Visual & D.P.Test.

19. ! Any other relevant Details

Tack welds of all welded components.




