
 

 

 

 

 

 

 

 

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 COMPOSITE GIRDER 

(25t Loading) 
 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 



 

 

 

 

 

 

 

 

 

 

Railway Composite Girder (25t loading) 

12.2m clear span 

MODEL WPSS No- RDSO/ Infra-II/ B&S/ RG/ 

CG./ WPSS / 12.2 series (10 nos) 
 











































 

 

 

 

 

 

 

 

 

 

 

 

 

Railway Composite Girder (25t loading) 

18.3m clear span 

MODEL WPSS No- RDSO/ Infra-II/ B&S/ RG/ 

CG./ WPSS / 18.3 series (9 nos) 
 



WELDING PROCEDURE SPECIFICATION SHEET 

Name & Address of Fabricator 

Welding Procedure Specification No. 

1). Reference Drawing No. 

2). Weld Joint Description 

3). Base Metal 

4). Welding Process 

5). Welding Position 

6). Welding Consumable-

6.1). Electrode Wire 

6.2). Flux 

6.3). Shielding Gas 

7).Base Metal Preparation 

7.1). Joint design detail 

Balabharti Infrastructure Pvt. Ltd. 

2/536, S-1, 2nd Floor, Chitrakoot, Vaishali Nagar 

Jaipur, Rajasthan-302021 

Work Address: 

1-13, A.R.G. Industrial Park, Bagru rawan 

N.H.-08, Jaipur, Rajasthan-303007 

: BIPL/DHAN/GR/RVNL/18.3/01 

~ O/B-11753/R2 

I-Section Main Girder Web Plate (16mm t hick M.S.Plate) welded with Top 

Flange (16mm thick M.S.Plate) & Bottom flange (50mm thick M.S.Plate) 

Fillet weld size= 16 mm 

Plates IS: 2062-2011, E-250 Gr. BO, 

Fully-kiiled/Normaiized/Control-Cooied 

S.A.W. 

Flat inclined at 45° angle. 

Class: Wl of IRS M-39/01, Amend. No. 1 of May'2005 

Type: Copper coated mild steel wi re Drying Method: N/A 

Class: Fl of IRS M-39/01, Amend. No. 1 of May'2005 

Type: Aggiomerated 

Drying Method: 250°C foi one houi before use 

or as recommended by manufacturer. 

N.A. 

Fusion faces and adjacent surfaces are cleaned, 

Made free from cracks, notches, mill scale, 

Grease,. paint, rust, etc. which may affect weld quality. 

As per Sketch shown below-
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WELDING PROCEDURE SPECIFICATION SHEET 

7.2). Joint Preparation 

8). Welding Current 

9). Welder qualification 

10). Welding parameters& techniques 

10.1) Welding parameters 

Weld pass Electrode/Wire Current 

no. dia. (in mm) (in Amp.) 

1+ 4.00 600-650 

10.2) Welding sequence & techniques 

11). Provision of run on/run off tabs 

As per IS: 4353-1995, Cl.7 IRS 81-2001, Cl.17.3 & WBC-2011 

Type: DC, Polarity: Reverse 

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

Arc Wire feed Travel Electrode Gas flow 

voltage speed speed (in stick out (ltr./min.) 

(in volt) (in m/min.) mm/min.) (in mm) 

32-38 2.7 280-300 25 N.A. 

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

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

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

14). Pre-heating & interpass temperature 

15). Peening 

16). Post weld treatment 

17). Rectification of weld defect 

18). Inspection of weld 

19). Any other relevant detail 

By grinding of the defective weld & rectifying the 

Weld as per Cl.32.2 of IS: 9595-96; us!ng-A3 class 

Of electrodes of specification IRS M.28.2, after 

Conducting O.P.Test. 

Visual, D.P.Test & Macro Etching. 

None 

Prepared by: ,8~arti" Infrastructure Pvt. Ltd. 

c..5-i f'( Uc >-- , . 
I c.-' \ .,.,\ 

;~\\ 
• I 



WELDING PROCEDURE SPECIFICATION SHEET 
Name & Address of fabricator 

Welding Procedure Specification No. 
1). Reference Drawing No. 
2). Weld Joint Description 

3). Base Metal 

4). Welding Process 
5). Welding Position 

6). Welding Consumables 
6.1). Electrode Wire 

6.2). Flux 

6.3). Shielding Gas 

7).Base Metal Preparation 

7.1). Joint design details 

Balabhartl !nfrastructure Pvt. ltd. 
2/536, S-1, 2nd Floor, Chitrakoot, Vaishali Nagar 
Jaipur, Rajasthan-302021 
Work Address: 
1-13, A.R.G. Industrial Park, Bagru Rawan 
N. H.-08, Jaipur, Rajasthan-303007 
BIPL/DHAN/GR/RVNL/18.3/02 
-RDSO/B-11753/R2 

End Bearing Stiffeners (36mm thick M.S.Plate) welded with I-Sections of 
Main Girder, Web Plate {16mm thick M.S.Plate), Top Flange (16mm thick 
M.S.Plate) & Bottom Flange (50mm thick M.S.Plate) 
Fillet (14 mm) 
Plates IS: 2062-2011, E-250 Gr. BO, 
Fully-killed/Normalized/Control-Cooled. 
M.1.G. 

Horizontal. 

For solid MIG/MAG Welding wire, Class 1 of 
IRS: M-46-03, Arndt. 01 in May 2005, grade as per IS: 6419-2004 'I/ 
Type: Copper coated mild steel wire Y V 
Drying Method: N.A. ~ r/ ~ 
N.A. V' ~ ~ 

0 ~ ~ COUA~ P . i I Fusion faces and adjacent surfaces are cleaned O') · ,,~. •·:; • _f 
Made free from cracks, notches, mill scale, . ')/ /_ :: ' · _/ · 
Grease, paint, rust, etc. which may affect weld quality. /.,f-· /' · · 

: As per sketch shown below- C - . 
( # ,~-- -.· 

350 mm ~ tf' : ' 
I .~ ., 

I ... . .,. i...~~---------.i ► I ~ ~<>• 

1416mm 1350mm 

(36x180) mm Thick --­
End Brg. Stiffener 

750mm 

___i_ ' ~ 

16mm Thick Top F~ nge Plate 

I 
16mm Thick Web Plate 

~-• 14mm Fillet weld 

l_ 50 mm Thick Bottom T Flange Plate 



WELDING PROCEDURE SPECIFICATION SHEET 

7 .2). Joint Preparation 

8). Welding Current 

9). Welder qualification 

10). Welding parameters & techniques 
10.1) Welding parameters 

Weld pass Electrode/Wire Current 
no. dia. (in mm) (in Amp.) 

1 -t 1.2 190-240 

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

As per IS: 4353-1995, Cl.7 IRS B1-2001, Cl.17.3 & W.B.C. -2011 
Type: DC, Polarity: Reverse 
As per IS: 7310 (Part-1) & 817 

Arc voltage Wire feed Travel Electrode Gas flow 
(in volt) speed speed stick out (Ltr. /min.) 

(in m/min.) (in m/min.) (in mm) 

20-25 2.0-3.5 0.20-0.35 10 15-20 

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

N.A. 

N.A. 

Yes 

N.A. 

Yes 

13). Root preparation before welding other side of groove weld 
14). Pre-heating & interpass temperature 
15). Peening 

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

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

: N.A. 

: N.A. 
By grinding of the defective weld & rectifying the 
Weld as per Cl.32.2 of IS:9595-96, using A3 class 
Of electrodes of specification IRS M.28.2, after 
Conducting D.P.Test. 

Visual, D.P.Test. 

None 

Prepared~ ·_. la_bharti Infrastructure Pvt. Ltd. 
"-s1 1~uc~ . , '\ r- --- ,, 



WELDING PROCEDURE SPECIFICATION SHEET 

Name & Address of fabricator 

Welding Procedure Specification No. 

1). Reference Drawing No. 

2). Weld Joint Description 

3). Base Metal 

4). Welding Process 

5). Welding Position 

6). Welding Consumables 

6.1). Electrode Wire 

6.2). Flux 

6.3). Shielding Gas 

7).Base Metal Preparation 

7.1). Joint design details 

1416mm 1350mm 

16 mm Thick 

Int. Stiffener 

Balabhartl Infrastructure Pvt. Ltd. 

2/536, S-1, 2nd Floor, Chitrakoot, Vaishali Nagar 

Jaipur, Rajasthan-302021 

Work Address: 

1-13, A.R.G. Industrial Park, Bagru Rawan 

N.H.-08, Jaipur, Rajasthan-303007 

BIPL/DHAN/GR/RVNL/18.3/03 

RDSO/B-11753/R2 

Intermediate Stiffeners (16mm thick M.S.Plate) welded with I-Sections of 

Main Girder, Web Plate (16mm thick M.S.Plate) 

FIiiet (10 mm) 

Plates IS: 2062-2011, E-250 Gr. BO, 

Fully-killed/Normalized/Control-Cooled. 

M.I.G. 

Horizontal. 

For solid MIG/MAG Welding wire, Class 1 of . 

IRS: M-46-03, Arndt. 01 in May 2005, grade as per IS: 6419-2004 

Typ:: Copper coated mild steel wire · • )-. V 
Drying Method: N.A. 97' _ , y ~-t. 

N.A. oc ()( f(.\:_ r 
CO2/Ar. o .,,:;,, - ,:~ ~~ 

• !,~ r· , 
Fusion faces and adjacent surfaces are cleaned 0) <1....··,,. ,:: ;-' 6 

Made free from cracks, notches, mill scale, Y . ef/ ,.,__:j-.,?~(z,-t. 
Grease, paint, rust, etc. which may affect weld quality. ~ ,._r,;-:1' ~ .,, ,~: ,,,,, ,,. 
As per sketch shown below- ~ <!-' ,:::.Y,, ~ , -~ 

~1'/ff ._o 
350 mm I ~ _.~• 

► \ __i_ , 

-I 
750mm 

1
16mm Thick Top Flange Plate 

16mm Thick Web Plate 

...--► 10 mm Fillet weld 

•I 

l_ 50 mm Thick Bottom T Flange Plate 
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WELDING PROCEDURE SPECIFICATION SHEET 
7.2) . Joint Preparation 

8). Welding Current 

9). Welder qualification 

10). Welding parameters & techniques 
10.1) Welding parameters 

Weld pass Electrode/Wire Current 
no. dia. {in mm) {in Amp.) 

1 ·+ 1.2 190-240 

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

As per IS: 4353-1995, Cl.7 IRS 81-2001, Cl.17.3 & W.B.C.-2011 
Type: DC, Polarity: Reverse 

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

Arc voltage Wire feed Travel Electrode Gas flow 
{in volt) speed speed stick out {Ltr. /min.) 

{in m/min.) {in m/min.) (in mm) 

20-25 2.0-3.5 0.20-0.35 10 15-20 

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

N.A. 
N.A. 
Yes 

N.A. 
Yes 

N.A. 
N.A. 

13}. Root preparation before welding other side of groove weld 
14). Pre-heating & interpass temperature 
15). Peening 

16). Post weld treatment 

17). Rectification of weid defect 

18). Inspection of weld 

19). Any other relevant detail 

By grinding of the defective weld & rectifying the 
Weld as per Cl.32.2 of IS: 9595-96, using A3 class 
Of electrodes of specification IRS M.28.2, after 

Conducting D.P .Test. 

Visual, D.P.Test. 

None 

Prepared& · ~ ':marti Infrastructure Pvt. Ltd. ,,_s:i~u c>-.-, . 
. ,:...r~ .I~ ·' 

.:;f.. / \ •'- ......._c.,.;:-'. 



WELDING PROCEDURE SPECIFICATION SHEET 

Name & Address of Fabricator 

Welding Procedure Specification No. 

1). Reference Drawing No. 

2). Weld Joint Description 

3). Base Metal 

4). Welding Process 

5). Welding Position 

6). Welding Consumable-

6.1). Electrode Wire 

6.2). Flux 

6.3). Shielding Gas 

7).Base Metal Preparation 

7.1). Joint design detail 

Balabhartl Infrastructure Pvt. Ltd. 

2/536, S-1, 2nd Floor, Chitrakoot, Vaishali Nagar 

Jaipur, Rajasthan-302021 

Work Address: 

1-13, A.R.G. Industrial Park, Bagru rawan 

N.H.-08, Jaipur, Rajasthan-303007 

BIPL/DHAN/GR/RVNL/18.3/04 

RDSO/B-11753/.R2 

End Diaphragm Girder Web Plate (12mm thick M.S.Plate) welded with Top 

Flange (12mm thick M.S.Plate) & Bottom flange (16mm thick M.S.Plate) 

Fillet weld size= 06 mm 

Plates IS: 2062-2011, E-250 Gr. BO, 

Fully-killed/Normalized/Control-Cooled 

S.A.W. 

Flat inclined at 45° angle. 

Class: Wl of IRS M-39/01, Amend. No. 1 of May'2005 

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

Class: Fl of IRS M-39/01, Amend. No. 1 of May'2005 ~ ~ ~ 
Type: Agglomerated ~ -~ -' . C!' 
Drying Method: 250°C for one hour before use (X_4t·' --~-.. ,"-
or as recommended by manufacturer. 

0 
'-3' o'<,...,_ ~ 

N.A. °)_-.;:,,.<!' -~ 4~ 

Fusion faces and adjacent surfaces are cleaned, %~ sf'~ I: 
Made free from cracks, notches, mill scale -~ <J! ~ 

I -~ ~ 

Grease, paint, rust, etc. which may affect weld quality -~ ~ '5..~ ~• 

-~ ~" ~· 
As per Sketch shown below- • • 

4ft. 

200mm ( 

► I ( 

1
12mm Thick Top Flange Plate 

12mm Thick Web Plate - ---' 

1182mm 1154mm / 

200 mm 
► I 

06mm Fillet weld 

l_ 16 mm Thick Bottom 

/~T ·Flange Plate 



WELDING PROCEDURE SPECIFICATION SHEET 

7.2) . Joint Preparation 

8). Welding Current 

9). Welder qualification 

10). Welding parameters& techniques 

10.1) Welding parameters 

Weld pass Electrode/Wire Current 

no. dia. (in mm) (In Amp.) 

1 4.00 550-600 

10.2) Welding sequence & techniques 

45° 

11). Provision of run on/run off tabs 

As per IS: 4353-1995, Cl.7 IRS 81-2001, Cl.17.3 & WBC-2011 

Type: DC, Polarity: Reverse 

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

Arc Wire feed Travel Electrode Gas flow 

voltage speed speed (in stick out 0tr./mln.) 

(In volt) (in m/min.) mm/min.} (in mm) 

30-34 2.9 350-400 25 N.A. 

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

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

Yes 

N.A. 

N.A. 

N.A. 

N.A. 

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

14). Pre-heating & interpass temperature 

15). Peening 

16). Post weld treatment 

17). Rectification of weld defect 

18). Inspection of weld 

19). Any other relevant detail 

N.A. 

By grinding of the defective weld & rectifying the 

Weld as per Cl.32.2 of IS: 9595-96, using A3 class 

Of. electrodes of specification IRS M .28.2, after 

Conducting D.P.Test. 

Visual, D.P.Test & M acro Etching. 

None 

' 
Prepar arti ,Infrastructure Pvt. Ltd. 

~-
-:\\ 

. -~ \ 
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WELDING PROCEDURE SPECIFICATION SHEET 
Name & Address of fabricator 

Welding Procedure Specification No. 
1). Reference Drawing No. 
2). Weld Joint Description 

3). Base Metal 

4). Welding Process 

5). Welding Position 
6). Welding Consumables 

6.1). Electrode Wire 

6.2). Flux 

6.3). Shielding Gas 
7).Base Metal Preparation 

7.1). Joint design details 

Balabharti Infrastructure Pvt. Ltd. 
2/536, S-1, 2nd Floor, Chitrakoot, Vaishali Nagar 
Jaipur, Rajasthan-302021 
Work Address: 

1-13, A.R.G. Industrial Park, Bagru Rawan 
N.H.-08, Jaipur, Rajasthan-303007 
BIPL/DHAN/G R/RVNL/18.3/05 
RDSO/B-11753/R2 
Jacking Stiffeners (12mm thick M.S.Plate) welded with I-Sections of 
End Diaphragm Girder, Web Plate (12mm thick M.S.Plate) & Top flange 
(12 mm thick M.S. Plate) & Bottom Flange Plate ( 16 mm thick M.S. plate) 
Fillet (06 mm) 
Plates IS: 2062-2011, E-250 Gr. BO, 
Fully-killed/Normalized/Control-Cooled. 
M.I.G. 

Horizontal. 

For solid MIG/MAG Welding wire, Class 1 of 
IRS: M-46-03, Arndt. 01 in May 2005, grade as per IS: 6419-2004 
Typ:: Copper coated mild steel wire \/ 
Drvmg Method: N.A. ~ ,y_~ 
N.A. lv ~ ~ 
CO2/Ar. u 'v\ J::' L ~ 
Fusion faces and adjacent surfaces are cleaned 0) ' J.47: r'f<f" ~ 
Made free from cracks, notches, mill scale, ~ '"' o· ~,tt,. 
Grease, paint, rust, etc. which may affect weld quality. ~ ~ iff-
As per sketch shown below- .f @ ~ 

200 mm ,f ,,;it,•""' 
► I j_ ~.,o . 

....------------, .. 

1182mm 1154mm 

(12x90) mm Thick 

Jacking Stiffener 

200mm 

1
12mm Thick Top Flange Plate 

12mm Thick Web Plate 

... I .... , 

.__,. 06mm Fillet weld 

J_ 16 mm Thick Bottom T Flange Plate 

I 
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WELDING PROCEDURE SPECIFICATION SHEET 

7.2). Joint Preparation 

8). Welding Current 

9). Welder qualification 

10). Welding parameters & techniques 

10.1} Welding parameters 

Weld pass Electrode/Wire Current 

no. dia. (in mm) (in Amp.) 

1+ 1.2 180-220 

10.2) Welding sequence & techniques 

11). Provision of run on/run off tabs 

As per IS: 4353-1995, Cl.7 IRS B1-2001, Cl.17.3 & W.B.C.-2011 

Type: DC, Polarity: Reverse 

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

Arc voltage Wire feed Travel Elect rode Gas flow 

(in volt) speed speed stick out (Lt r. / min.) 

(in m/min.) (In m/mln.) (in mm) 

20-25 2.0-3.5 0.30-0.45 10 15-20 

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

N.A. 

N.A. 

Yes 

N.A. 

Yes 

N.A. 

N.A. 

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

14). Pre-heating & interpass temperature 

15). Peening 

16). Post weld treatment 

17). Rectification of weld defect 

18). Inspection of weld 

19). Any other relevant detail 

By grinding of the defective weld & rectifying the 

Weld as per Cl.32.2 of IS: 9595-96, using A3 class 

Of electrodes of specification IRS M.28.2, after 

Conducting D.P.Test. 

Visual, D.P.Test. 

None 

Prepared by: ,.Jt.a~~rti ·Infrastructure Pvt. Ltd. 
t:-S 1 ,'(..:c .. . 

~
/<'.- ' 

~ I . ,6'-
-.::::-· . . .. ~-:' \ \ 



WELDING PROCEDURE SPECIFICATION SHEET 

Name & Address of fabricator 

Welding Procedure Specification No. 

1). Reference Drawing No. 

2). Weld Joint Description 

3). Base Metal 

4). Welding Process 

5). Welding Position 

6). Welding Consumables 

6.1). Electrode Wire 

6.2) . Flux 

6.3). Shielding Gas 

7).Base Metai Preparation 

7.1). Joint design details 

Balabhartl Infrastructure Pvt. Ltd. 

2/536, S-1, 2nd Floor, Chitrakoot, Vaishali Nagar 

Jaipur, Rajasthan-302021 

Work Address: 

1-13, A.R.G. Industrial Park, Bagru Rawan 

N.H.-08, Jaipur, Rajasthan-303007 

BIPL/DHAN/GR/RVNL/18.3/06 

RDSO/B-11753/R2 

Pad Plate (12mm thick M.S.Plate) welded with I-Sections of 

End Diaphragm Girder, Bottom Flange (16 mm thick M.S.Plate) 

FIiiet (06 mm) 

Plates lS: 2062-2011, E-250 Gr. BO, 

Fully-kllled/Normalized/Control-Cooled. 

M.I.G. 

Horizontal. 

For solid MIG/MAG Welding wire, Class 1 of 

IRS: M-46-03, Arndt. 01 in May 2005, grade as per IS: 6419-2004 

Type: Copper coated mild steel wire 

Drying Method: N.A. 

N.A. 

CO2/Ar. 

Fusion faces and adjacent surfaces are cleaned 

Made free from cracks, notches, mill scale, 

Grease, paint, rust, etc. which may affect weld quality. V 
As per sketch shown below- ~ V 

06 

I ~~ 
(X "'~ -~ 

(> (0 ~ .,.. 

~
. ./4 . ~ :-4 

.1t<c.r • ~u, 

" / ~ '-,.'· , . -...,_,;J; ...,0} 
r ~-1-. ~ o'·', "' '" 

-~ o'' <r::> ~--' "'~ ,··, 
~ 'b "e:u /,:,"' 

. A 1:,#" 'V' 

.... ~ ~~ l\, ?(!> ....... oe 
'N-<5 ~0 

. . " 
( _~ , ,. 

PAD 

PLATE(12X185X200)MM 

PAD 

PLATE(12Xl85X200)MM 
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WELDING PROCEDURE SPECIFICATION SHEET 

11\ Jornt Prc?oeration 

8\. \\'elding Cwl"ent 

9). Welder qt.E~fkation 

10). Wef.dmg parameters & t echniques 

10.1} Welding paramet ers 

Weld pass Electrode/ Wire Current 

no. dia. (in mm) (in Amp.) 
I 
I 

As per IS: 4353-1995, Cl.7 IRS B1-2001, Cl .17.3 & W .B.C.-2011 

Type: DC, Po!arity: Reverse 

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

Arc voltage Wire feed Travel Electrode Gas flow 

(in volt) speed speed st ick out (Lt r. /min.) 

(in m/ min.) (in m/min.} (In mm) 

I 1 I 1.2 180-220 2~25 2,0-3.5 0.3~0.45 10 15-20 

10.2) Welding sequence & techniques 

11). Provision of run on/run off tabs 

12). d eaning of weld bead before laying of next weld bead 

13}. Root preparation before welding other side of groove weld 

14). Pre-heating & interpass temperatur:e 

15}. Peening 

16). Post weld t reatment 

17). Rectification of weld defect 

18). Inspection of weld 

19). Any other relevant detail 

N.A. 

N.A. 

Yes 

N.A. 

: Yes 

: N.A. 

: N.A. 
By grinding of the defective weld & rectifying the 

Weld as per Cl.32.2 of IS: 9595-96, using A3 class 

Of electrodes of specification IRS M.28.2, after 

Conducting D.P.Test. 

Visual, D.P.Test. 

None 

Prepared ~ aJabharti Infrastructure Pvt. Ltd. 
/4_$ 11,Ur~~ , . 



WELDING PROCEDURE SPECIFICATION SHEET 

Name & Address of Fabricator 

Welding Procedure Specification No. 

1). Reference Drawing No. 

2). Weld Joint Description 

3). Base Metal 

4). Welding Process 

5). Welding Position 

6). Welding Consumables 

6.1). Electrode Wire 

6.2). Flux 

6.3). Shielding Gas 

7).Base Metal Preparation 

7.1). Joint design details 

12MM . 

Balabhartl Infrastructure Pvt. Ltd. 
2/536, S-1, 2nd Floor, Chitrakoot, Vaishali Nagar 

Jaipur, Rajasthan-302021 

Work Address: 

1-13, A.R.G. Industrial Park, Bagru rawan 

N.H.-08, Jaipur, Rajasthan-303007 

BIPL/DHAN/GR/RVN L/18.3/07 

RDSO/B-11753/R2 
Int. X-Frame, Top & Bottom Corner Gusset Plate (16mm Thick) Welded 
with Top, Bottom & Diagonal Angle (ISA 150x150x15mm) 

Fillet weld size= 12 mm 
Plates IS: 2062-2011, E-250 Gr. BO, 

Fully-killed/Normalized/Control-Cooled 

M.I.G. 

Horizontal. 

For solid MIG/MAG Welding wire, Class 1 of 
IRS: M-46-03, Arndt. 01 in May 2005, grade as per IS: 6419-2004 

Type: Copper coated mild steel wire 

Drying Method: N.A. 

N.A. 

CO2/Ar. 

Fusion faces and adjacent surfaces are cleaned 
Made free from cracks, notches, mill scale, 
Grease, paint, rust, etc. which may affect weld quality. 
As per sketch shown below-

ISA 150X150X15 

• 
• 

GUSSET 
PLATE 
16MM THICK 

• • 
• 
• 
• 

..---,,4----- - -------- --~~_:=. ___ • 

ISA 150X150X l5 

• 
• 
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WELDING PROCEDURE SPECIFICATION SHEET 

7.2) . Jo int Preparation 

8). Welding Current 

9). Welder qualification 

10). Welding parameters & techniques 

10.1) Welding parameters 

Weld pass Electrode/Wire Current 

no. dia. (in mm) (in Amp.) 

1 .+ 1.2 180-220 

10.2) Welding sequence & techniques 

11). Provision of run on/run off tabs 

As per IS: 4353-1995, Cl.7 IRS B1-2001, Cl.17.3 & W.B.C. -2011 

Type: DC, Polarity: Reverse 

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

Arc voltage Wire feed Travel Electrode Gas flow 

(in volt) speed speed stick out (Ltr. / min.) 

(in m/min.) (In m/min.) (in mm) 

20-25 2.0-3.5 0.30-0.45 10 15-20 

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

N.A. 

N.A. 

Yes 

N.A. 

Yes 

N.A. 

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

14). Pre-heating & interpass temperature 

15). Peening 

16). Post weld treatment 

17). Rectification of weld defect 

18). Inspection of weld 

19). Any other relevant detail 

: N.A. 

By grinding of the defective weld & rectifying the 

Weld as per Cl.32.2 of IS: 9595-96, using A3 class 

Of electrodes of specification IRS M.28.2, after 

Conducting D.P .Test. 

Visual, D.P.Test. 

None 

Prepar&d ~ artj Infrastructure Pvt. Ltd . 
... °' . ·, \ 

-<..:v· ~ I". \ ~ ' , .... .... ::\ , 
-> .... _ , 
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WELDING PROCEDURE SPECIFICATION SHEET 

Name & Address of fabricator 

Welding Procedure Specification No. 

1). Reference Drawing No. 

2). Weld Joint Description 

3). Base Metal 

4). Welding Process 

5). Welding Position 

6). Welding Consumable 

6.1). Electrode Wire 

Drying Method 

6.2). Flux 

6.3). Shielding Gas 

7).Base Metal Preparation 

7.1). Joint design details 

200mm 

7 100mm 

Balabharti Infrastructure Pvt. Ltd. 

2/536, S-1, 2nd Floor, Chitrakoot, Vaishali Nagar 

Jaipur, Rajasthan-302021 

Work Address: 

1-13, A.R.G. Industrial Park, Bagru rawan 

N.H.-08, Jaipur, Rajasthan-303007 

BIPL/DHAN/GR/RVNL/18.3/08 

RDSO/B-11753/R2 

: Stud Shear Connector on Top flanges of End 1-Secti<;>n & Middle I­

Section Main Girders 

Plates IS: 2062-2011, E-250 Gr. BO, 

Fully-killed/Normalized/Control-Cooled, 

The Stud Shear Connector & Ceramic Ferrules 

Confirm to type S01/UF as per BS EN ISO 13918. 

: Automatic Welding Machine 

(Like Resistance Welding) 

Down Hand 

N.A. 

,J\./i \,V~ 

~ -",~~;~ 
~::: o/ ~ ~ ~ ~~,,5~ 

N.A. ~ ~t/7 0 

Fusion faces and adjacent surfaces are cleaned ~ -:-,,~ -.{> 

Made free from cracks, notches, mill scale, ~ ~ ?:,0 

Grease, paint, rust, etc. which may affect weld "fP~ ~o 

Quality. .,4-Q 

: As per sketch shown below- " 

350mm 

-t---~ ► Stud Shear Connector (02Sx200mm) 

100mm 75mm 

I 16 mm Thick Top Flange 

Web (16 mm Thick) 



WELDING PROCEDURE SPECIFICATION SHEET 

7.2). Joint Preparation 

8). Welding Current 

9). Welder qualification 

lO) . Welding parameters & techniques 

10.1) Welding parameters 

{For 025mm Stud Shear Connector)-

Weld Pass Electrode/Wire Current 
no. dia. mm (Amp) 

1 M 25*200 mm 1650-1900 

10 .2} Welding sequence & techniques 

11). Provision of run on/run off tabs 

: As per IS: 4353-1995, Cl.7 IRS B1-2001, Cl.17.3 & WBC-2001 

: Type: DC, Polarity: Reverse 

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

Arc Time Lift Protrusion Shielding 

voltage(volt) (in ms) (in mm) app. gas flow 

(in mm) rate 

(Ltr./min) 

N.A. 1300 5 8 N.A. 

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

N.A. 

N.A. 

N.A. 

N.A. 

N.A. 

N.A. 

N.A. 

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

14). Pre-heating & interpass temperature 

15). Peening 

16). Post weld treatment 

17). Rectification of weld defect 

18). Inspection of weld 

19). Any other relevant detail 

By grinding of the defective we!d & rectifying the 

weld as per Cl.32.2 of IS:9595-96, using A3 class 

of electrodes of specification IRS M.28.2, after 

conducting D.P.T est. no<> ~.,.,_~~ 
Visual, Appearance test, Bend Test & Ring test. 

1 
~ ~ - P 

None 

Prepared b~ bhartl Infrastructure Pvt. Ltd. 

~

~s11-luc7~\ . 
" ... :.,:, . 

- ~ .. ;. .'.-:~.\ 
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WELDING PROCEDURE SPECIFICATION SHEET 

Name & Address of Fabricator 

Welding Procedure Specification No. 

1). Reference Drawing No. 

2). Weld Joint Description 

3). Base Metal 

Balabhartl Infrastructure Pvt. Ltd. 

2/536, S-1, 2
nd Floor, Chitrakoot, Valshall Nagar 

Jaipur, Rajasthan-302021 

Work Address: 

1-13, A.R.G. Industrial Park, Bagru rawan 

N.H.-08, Jaipur, Rajasthan-303007 

BIPL/DHAN/GR/RVNL/18.3/09 

RDSO/B-11753/R2 

All Relevant Joints as per Drawing. 

FIiiet weld size= 05 mm 

TACK WELD (50mm Long Tack Weld with intermittent distance of 

300mm. 

I 

4). Welding Process 

5). Welding Position 

Plates IS: 2062-2011, E-25080 

Fully-killed/Normalized/Control-Cooled. 

M.M.A.W. 

V , 
,y '~ 

()c <\ ·,_ \ ·~ 

~ .//1:~~d-<. -i 

6). Welding Consumables 

6.1). Electrode Wire 

6.2) . Flux 

6.3). Shielding Gas 

7j.Base Metal Preparation 

7.1). Joint design details 

7.2). Joint Preparation 

8). Welding Current 

9). Welder qualification 

10). Welding parameters & techniques 

10.1) Welding parameters 

Weld pass Electrode/Wire Current 

Horizontal & Vertical. 

Class:~ of IRS M.28/12, 

Code as per IS: 814-2004 

'V -~~ -~') ~# 
fl '. ,.-

;~,-:~a~ 
Type: Medium coated t"',.,,.,~e 
Drying Method: As recommended by the electrode~ ufacturer 

: N.A. 

: N.A. 

: Fusion faces and adjacent surfaces are cleaned 

Made free from cracks, notches, mill scale, 

Grease, paint, rust, etc. which may affect weld quality. 

: All Relevant Joints as per Drawing. 

: As per IS: 4353-1995, Cl.7 IRS B1-2001, Cl.17.3 & W.B.C.-2011 

: Type: DC, Polarity: Reverse 

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

Arc voltage Wire feed Travel Electrode Gas flow 

no. dia. (in mm) (in Amp.) (In volt) speed speed stick out 

(in m/min.) 

1 4.0 140-180 

10.2) Welding·sequence & techniques 

11). Provision of run on/run off tabs 

24-29 

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

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

14), Pre-heating & interpass temperature 

15). Peening 

16). Post weld trea~ 

NA 

(in m/mln.) 

NA 

N.A. 
N.A. 
Yes 

N.A. 
Yes 

N.A. 
N.A. 

(in mm) 
(Ltr. /min.) 

NA NA 



WELDING PROCEDURE SPECIFICATION SHEET 

17). Rectification of weld defect 

18). Inspection of weld 

19). Any other relevant detail 

By grinding of the defective weld & rectifying the 

weld as per 0.32.2 of IS:9595-96, using A3 class 

of electrodes of specification IRS M.28.2, after 

conducting D.P.Test. 

Visual, D.P.Test. 

None 

Prepared by:~ harti Infrastructure Pvt. Ltd 
"-5 1Ht.:c~, . • 
r· .\ 

';,,,j\ 
~";\ \ 
·. , I 



 

 

 

 

 

 

 

 

 

 

 

 

 

Railway Composite Girder (25t loading) 

24.4m clear span 

MODEL WPSS No- RDSO/ Infra-II/ B&S/ RG/ 

CG./ WPSS / 24.4 series (10 nos) 
 











































 

 

 

 

 

 

 

 

 

 

 

 

 

Railway Composite Girder (25t loading) 

30.5m clear span 

MODEL WPSS No- RDSO/ Infra-II/ B&S/ RG/ 

CG./ WPSS / 30.5 series (10 nos) 
 



WELDING PROCEDURE SPECIFICATION SHEET 

~ ame & Address of fabricator 

Welding Procedure Specification No. 

l ). Drawing Series No. 

2). Weld Joint Description 
3). Bas_e Metal 
4). Welding Process 
5). Welding Position -
6). Welding Consumable 

6.1). Electrode Wire 

6.2). Flux. 

6.3) . Shielding Gas 
7).Base Metal Preparation 

7. l ). Joint design details 
(Sketch showing arrangements 
parts, Weld groove details, 
weld_ passes & their sequence, 
etc.) 

10 mm 

Punia Construction Company, 
Mangali Kutiya, 8 KM Stone on Tosham Road, 
VPO Ladwa, Hisar (Haryana). 

PCC/30.50/0 l 

RDSO/B-l l 754/R2. 
First Bottom Flange {Shipping Mark: BFI , BF3 & 
BF5} (40mm thick M.S. Plate) with Second Bottom 
Flange {Shipping Mark: BF2, BF4 & BF6} (40mm 
Thick M.S. Plate) 

Fillet (10 mm) 

Plates IS: 2062-2011 , E-250 Gr. BO, 
S.A.W. 

Flat inclined at 45° 

Class: WI of IRS M-39/20, 
Type: Copper coated mild steel wire 
Drying Method: N.A. 
Class: F 1 of IRS M-39/20, ,. -1- 1 , art 
Type:Agglomerated x-~r ... •r ·. - :_, ,. 1,~er (,.t-A, 
Drying Method: 250°C for one hour ,Q_@,IDr,e1use· - ~-,,.

1
~.i ~ G;i{~ 

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

40mm 

..-----------, _L 

i 
700mm 

40mm 

750mm 



WELDING PROCEDURE SPECIFICATION SHEET 

7.2). Joint Preparation 

8). Welding Current 

9). Welder qualification 

I 0). Welding parameters & techniques 

I 0.1) Welding parameters 

Weld Electrode/Wire Current 

pass dia. (in mm) (in Amp.) 

I 4.00 650-700 

10.2) Welding sequence & techniques 

As per IS: 4353-1995 & WBC-200 I 

Type: DC, Polarity: Reverse 

As per IS: 7310 (Part~ I) & 817 

Arc Wire Welding Electrode 

voltage feed speed (in stick out 

(in volt) speed (in m/min.) (in mm) 

m/min.) 

24-27 1.3-1.6 0.350- 20 

0.400 

Gas flow 

(I /min.) 

N.A. 

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

ends. 

,~------~r 2 2 '..,'(") (~ ('JT'! 

:= ::·1:;er (Mt 

11). Provision of run onlrun off tabs 

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

Yes 

N.A. 

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

14). Pre-heating & Interpass temperature 100°c - 1 so0 c 
N.A. 16). Peening 

17). Post weld .treatment 

18). Rectification of weld defect 

(If Any) 

19). Inspection of weld 

20). Any other relevant detail 

N.A. 

By grinding of the defective weld & rectifying the 

weld as per Cl.32.2 of IS: 9595-96, using A3 class 

of electrodes of specification IRS M·-28/20 after 

conducting D.P. Test. 

Visual, D.P. Test & Macro Etching. 

None 

Prepared by: Pu~ n Company. 
, ; rrn ~t11r-g • ::rr•p~'o~~ 



\\:ELDING PROCEDURE SPECIFICATION SHEET 

'\ ame & Address of fabricator 

Welding Procedure Specification No. 

l ). Drav,;ing Series No. 

2) . Weld Joint Description 

3). Base Metal 

4). Welding Process 

5). Welding Position 

6). Welding Consumable 
6.1 ). Electrode Wire 

6.2). Flux 

6.3). Shielding Gas 
7).Base Metal Preparation 

7. l ) . Joint design details 

3 

(Sketch showing arrangements 
parts, Weld groove details, 
\.\eld passes & their sequence, 
etc.) 

Punia Construction Company, 

Mangali Kutiya, 8 KM Stone on Tosham Road, 

VPO Ladwa, Hisar (Haryana) 

PCC/30.50/02 

RDSO/B-I I 754/R2. 

I-Section {Shipping Mark: ZA, ZB & ZC} Web Plate­
(20 mm thick M.S. Plate) with Top flange (28 mm thick 
M.S. Plate) & First Bottom flange (40mm thick M.S. 
Plate) 

Fillet (14 mm) 

Plates IS: 2062-2011 , E-250 Gr. BO, 
S.A.W. 

Flat inclined at 45° 

Class: WI of IRS M-39/20, 

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

-d ~.., 8'. - 'ifii &:; ·:•. .f Class: Fl of IRS M-39/20, " ~· -· ,._ ·..:r (t,v 
. -· . 

Type: Agglomerated . ; , · -,a ,: ... .,.,-,,:,, -;.10if<i' 

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

N .A. 

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

600mm 

.---I ◄ ---., ► I _l 
T 2sm~ 

14 mm 
2558 mm 

-.. +- 20mm 14mm 



I 

WELDING PROCEDURE SPECIFICATION SHEET 

.., ~) 1 . 
·- . . omt Preparation 

8). Welding Current 

9) . Welder qualification 

10). Welding parameters & techniques 

10. 1) Welding parameters 

Weld Electrode/Wire Current 

pass dia. (in mm) (in Amp.) 

No. 

l 4 .00 550-600 

2 4.00 550-600 

A s per IS : 4353-1995 & WBC-200 I. 

Type: DC, Polarity : Reverse 

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

Arc Wire We lding Electrode 

voltage feed speed (in stick out 

(in volt) speed (in m/min. ) (in mm) 

m/min.) 

28-32 1.0-1.4 0 .30-0 .40 20 

28-32 1.0- l .4 0.30-0.40 20 

Gas flow 

(I/min .) 

N.A. 

N .A. 

l 0.2) Welding sequence & techniques : Welding from run on to run off tabs at the free 

ends. 

4 2 

1 3 

l l ) . Prov ision of run on/run off tabs 

12). C leaning of weld bead before laying of next weld bead 

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

14 ) . Pre-heating & lnterpass temperature 

Yes 

N.A. 

N.A. 

I 00°C - I 50°C 

.N.A. 
16). Peening 

17). Post weld treatment 

I 8). Rect ification of weld defect 

(If Any) 

19). Inspection of weld 

20). Any other re levant detail 

N.A. 

By grinding of the defective weld & rectifying the 

weld as per Cl.32.2 of IS: 9595-96, using A3 class 

of electrodes of speci ti cation I RS M-28/20 after 

conducting D.P. Test. 

Visual , D.P. Test & Macro Etching. 

None 



" 'ELDING PROCEDURE SPECIFICATION SHEET 

'\j umt' & Address of fabricator 

Welding Procedure Specification No. 

\). Drawing Series No. 

~) . Weld Joint Description 

3). Base Metal 

4). Welding Process 

5). Welding Position 

6). Welding Consumable 

6. l ). Electrode Wire 

6.2). Flux· 

6.3). Shielding Gas 

7).Base Metal Preparation 

7: \). Joint design details 
(Sketch showing arrangements 

parts,- Weld groove details, 

weld passes & their sequence, 

etc.) 

Punia Construction Company; 

Mangali Kutiya, 8 KM Stone on Tosham Road, 

VPO Ladwa, Hisar (Haryana) 

PCC/30.50/03 

RDSO/B-l l 754/R2. 

Bearing Stiffeners (Shipping Mark: BS 1 & BS2) (40 

mm thick M.S. Plate) on I-Section {Shipping Mark: ZA 

& ZC} with Web plate (20 mm thick M.S. Plate), Top 

Flange (28mm thick M.S. Plate) & First Bottom 

Flange (40mm thick M.S. Plate) 

Fillet (12 mm) 

Plates IS: 2062-2011 , E-250 Gr. BO, 

GMAW 

Horizontal 

For solid MIG/MAG Welding wire, Class I of 

IRS: M-46/20, Grade: - S3X503, w 
As per IS/AWS: 64\9-1996 (R2016) 

Type: Copper coated mild steel wire •"'-...,.r,J;, 

Drying Method: N.A. . '~ 
N.A. •1 ~t :·0 ~- _. 

CO2 
Fusion faces and adjacent surfaces are cleaned 

made free from cracks, notches, mi 11 scale, 

grease, paint, rust, etc. which may affect weld 

quality. 

l-o11 _60_0 m_m ------.i ► I _l 
--r-28mm _ 

40 mm thick Bearing Stiffener _ __ -+---~--c-1 

12 mm 

mm 

5 I 



WELDING PROCEDURE SPECIFICATION SHEET 

~ .2) . Joint Preparation 

~n. \\"elding Current 

9) . ·welder qua•lification 

l 0). Welding parameters & techniques 

l 0. 1) Welding parameters 

Weld Electrode/Wire Current 

. pass dia. (in mm) (in Amp.) 

No. 

1 1.2 250-300 

2 1.2 250-300 

3 1.2 250-300 

10.2) Welding sequence & techniques 

11 ). Provision of run on/run off tabs 

As per IS: 4353-1995 & WBC-2001 

Type: DC, Polarity: Reverse 

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

Arc Wire feed Travel Electrode 

voltage speed (in speed (in stick out 

(in volt) m/min.) m/min.) (in mm) 

27-30 5.0.:.5.5 0.20-0.25 10 

27-30 5.0-5.5 0.20-0.25 10 

27-30 5.0-5.5 b.20-0.25 IO 

Gas flow 

( 1 /min.) 

15-22 

15-22 

15-22 

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

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

14). Pre-heating & interpass temperature 

N.A. 

N.A. 

Yes · 

:·. N.A. 

100°C-150°C 

: N.A. 15). Peening · 

16). Post weld treatment 

18). Rectification of weld defect 

(If Any) 

18). Inspection of weld 

19). Any other relevant detail 

: N.A. 

By grinding of the defective weld & rectifying the 

weld as per Cl.32.2 of IS: 9595-96, using A3 class 

of electrodes of specification IRS M-28/20 after 

conducting D.P. Test. 

Visual, D.P. Test. 

None 
Prepared by: Punia ~~Company 



WELDING PROCEDURE SPECIFICATION SHEET 

Name & Address of fabricator 

Welding Procedure Specification No. 

l ). Drawing Series No. 

2). Weld Joint Description 

3). Base Metal 

4). Welding Process 

5). Welding Position 

6). Welding Consumable 

6.1). Electrode Wire 

6.2). Flux 

6:3 ). Shielding Gas 

7).Base Metal Preparation 

7. l ). Joint design detai Is 
(Sketch showing arrangements 
parts, Weld groove details, 
weld passes & their sequence, 
etc.) 

Punia Construction Company, 

Mangali Kutiya, 8 KM Stone on Tosham Road, 

VPO Ladwa, Hisar (Haryana) 

PCC/30.50/04 

RDSO/B-11754/R2. 

Vertical Stiffeners with & without X-Frame {Shipping 

Mark: ISi & IS2} (16mm thick M.S. Plate) on I-Section 

{Shipping Mark: ZA, ZB & ZC} with Web Plate 

(20 mm thick M.S. Plate). 

Fillet (8 mm) 

Plates IS: 2062-2011, E-250 Gr. BO, 

GMAW 

Horizontal 

For solid MIG/MAG Welding wire, Class I of w .. 
IRS: M-46/20, Grade: - S3X503, ,~-v: ; ... (, 
As per IS/A WS: 6419-1996(R2016) , ,· · · · ·. ' .. \\··-

Type: Copper coated mild steel wire •·:_ ., _
1
, .._1i,i<I 

Drying Method: N.A. . ,, u ~ ,,;p,a., ·t '-

N.A. 

CO2 

Fusion faces and adjacent surfaces are cleaned 

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

quality. 

I 
600 mm / I 

-· ---►, . 
--28mm 

I 6 mm thick Int. Stiff ener------,---t-+----4~-< T 
8 mm 

8mm 

40mm 

_l 
l 

700 mm 

750 mm 

T 40min 

t 



WELDING PROCEDURE SPECIFICATION SHEET 

.., .2). Joint Preparation 

8) . Welding Current 

9). Welder qualification 

l 0). Welding parameters & techniques 

l 0.1 ) Welding parameters 

Weld Electrode/Wire Current 

pass dia. (in mm) (in 

Amp.) 

I 1.2 250-300 

l 0.2) Welding sequence & techniques 

11). Provision of run on/run off tabs 

As per IS: 4353-1995 & WBC-200 I 

Type: DC, Polarity: Reverse 

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

Arc Wire Travel Electrode 

voltage feed speed (in · stick out 

(in volt) speed (in m/min.) (in mm) 

m/min.) 

27-30 5.0-5.5 
0.20-

IO 
0.25 

Gas flow 

(I /min.) 

15-22 

: N.A . . 

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

13). Root preparation before welding other side of groove weld 
14). Pre-heating & interpass temperature 

Yes 

N.A. 

l 00°C- I 50°C 

N.A. 15). Peening 

16). Post weld treatment 

18). Rectification of weld defect 

(If Any) 

18). Inspection of weld 

19). Any other relevant detail 

_N.A. 
By grinding_of the defective weld & rectifying the 

· weld as per Cl.32.2 of IS: 9595-96, using A3 class 
of electrodes of specification IRS M-28/20 after 
conducting D.P. Test. 

Visual, D.P. Test. 

None 



WELDING PROCEDURE SPECIFICATION SHEET 

Name & Address of fabricator 

Welding Procedure Specification No. 

1 ) . Drawing Series No. 

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

6.1 ). Electrode Wire 

6.2}. Flux 

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

7 .1 ). Joint design details 
(Sketch showing arrangements 
parts, Weld groove details, 
weld passes & their sequence, 
etc.) 

Punia Construction Company, 
Mangali Kutiya, 8 KM Stone on Tosham Road, 
VPO Ladwa, Hisar (Haryana) 

PCC/30.50/05 

RDSO/B-l 1754/2R2. 
End Diaphragm, Web Plate (12mm thick M.S. P_late) 
with Top flange (16mm thick M.S. Plate) & Bottom 
flange (16mm thick M.S. Plate) 
Fillet (6 mm) 

Plates IS: 2062-2011, E-250 Gr. BO, 
S.A.W. 

Flat inclined at 45° 

Class: W 1 of IRS M-39/20, 
Type: Copper coated mild steel wire 
Drying Method: N.A. 
Class: Fl of IRS M-39/20, 
Type: Agglomerated 
Drying Method: 250°C for one hour before use 

ORAs recommended by manufacturer 

N.A. ~ Fusion faces and adjacent surfaces are cleaned _ ~ 
made free from cracks, notches, mill scale, ..-....~"'-
gre~se, paint, rust, etc. which may affect weld _ -~,,rfi \r:~\l quality. _____ :-: ,11 ·, .. , .. ,r::·J r :,\ , .. , .. 

"' ·-

I ◄ 200 mm ► 1 i ·,·· ''c, · 
T16mm 

6mm 
2250 mm 12mm 

6mm 

_J_ 16 mm 

1 .. 200mm ~ T 



WELDING PROCEDURE SPECIFICATION SHEET 

7.2). Joint Preparation 

8). Welding Current 

9). Welder qualification 

I 0) . Welding parameters & techniques 

· I 0. 1) Welding parameters 

Weld Electrode/ Wire Current 

pass dia. (in mm) (in Amp.) 

I 4.0 550-600 

10.2) Welding sequence & techniques 

4 

1 

11 ). Provision of run on/run off tabs 

As per IS: 4353-1995 & WBC-200 I 

Type: DC, Polarity: Reverse 

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

Arc Wire feed Travel Electrode 

voltage speed (in speed (in stick out 

(in volt) m/min.) 111/min :) (in ·mm) 

28-32 1.0-1.2 0 .55-.60 20 

Gas flow 

(I /min.) 

N.A. 

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

ends. 

2 

3 

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

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

14). Pre-heating & Interpass temperature 

Yes 

N.A. 

N.A. 

I 00°C - 150°C 

N .A. 16). Peening 

17). Post weld treatment 

18). Rectification of weld defect 

(If Any) 

19). Inspection of weld 

20). Any other relevant detail 

~ 

N.A. 

By grinding of the defective weld & rectifying the 

weld as per Cl.32.2 of IS : 9595-96, using A3 class 

of electrodes of specification IRS M-28/20 after 

conducting D.P. Test. 

Visual, D.P . Test & Macro Etching. 

None 



. . 

\VELDING PROCEDURE SPECIFICATION SHEET 

'\ame & Address of fabricator 

Welding Procedure Specification No. 

I). Drawing Series No. 

2). Weld Joint Description 

3). Base Metal 

4). Welding Process 

5). Welding Position . 

6). Welding Consumable 

6.1 ). Electrode Wire 

6.2). Flux 

6.3). Shielding Gas 

?).Base Metal Preparation 

7 .1). Joint d_esign details 

(Sketch showing arrangements 

parts, Weld groove details, 

weld passe~ & their sequence, 

etc.) 

ANG6-L200X200X25 

Punia Construction Company, 

Mangali Kutiya, 8 KM Stone on Tosharn Road, · 

VPO Ladwa, Hisar (Haryana) 

PCC/30.50/06 

RDSO/B- I I 754/2R2. 

Gusset plates {Shipping Mark: GUS! , GUS2 & GUS3 } 

with Horizontal Angles {Shipping Mark: ANG5} & 

Diagonal Angles {Shipping Mark: ANG6} 

Fillet (16 mm) 

Plates IS : 2062-2011, E-250 Gr. BO, 

GMAW 

Horizontal 

For solid MIG/MAG Welding wire, Class I of 

IRS: M-46/20, Grade: - S3X503, 

As per IS/A WS: 6419-1996(R2016) 

Type: Copper coated mild steel wire 

Drying Method: N.A. 

N.A. 

CO2 ., ._, . 

Fusion faces and adjacent surfaces arie:.cleaned 

made free from cracks, notches, milJ.s.eale •. i. 

grease, paint, rust, etc. which may affect weld 

quality. 

~-- ANG5-L200X200X25 



I 

WELDING PROCEDURE SPECIFICATION SHEET 

- .:2). Joint Preparation 

8). Welding Current 

9). Welder qualification 

l 0). Welding parameters & techniques 

l 0.1) Welding parameters 

Weld Electrode/Wire Current 

pass dia. (in mm) (in Amp.) 

I 1.2 250-300 

2 1.2 250-300 

3 1.2 250-300 

10.2) Welding sequence & techniques 

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

As per IS: 4353- 1995 & WBC-200 1 

Type: DC, Polarity: Reverse 

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

Arc Wire Welding Electrode 

voltage feed speed ( in stick out 

(in volt) rate(in m/min.) . (in mm) 

m/min.) 

27-30 5.0-5.5 0.20-0.25 10 

27-30 5.0-5.5 0.20-0.25 10 

27-30 5.0-5 .5 0.20-0.25 10 

Gas flow 

(I /min .) 

15-22 

15-22 

15-22 

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

N .A. 

N .A. 

Yes 

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

14). Pre-heating & interpass temperature . l 00°C- I 50°C 

N.A. l 5). Peening · 

16). Post weld treatment 

18). Rectification of weld defect 

(If Any) 

18). Inspection of weld 

19) . Any other relevant detail 

N .A. 

By grinding of the defective weld & rectifying the 

weld as per Cl.32.2 of IS: 9595-96, using A3 class 

of electrodes of specification IRS M-28/20 after 

conducting D.P. Test. 

Visual, D.P.Test. 

None 
Pr,::,,, n ,:,r,::,,,~ h\l " D1,n; ,::. ~ r,...n-.ri.~n , , 



WELDING PROCEDURE SPECIFICATION SHEET 

Name & Address of fabricator 

Weldit1g Procedure Specification No. 

l ). Drawing Series No. 

2). Weld Joint Description 

3) . Base Meta\ 

4). Welding Process 

5). Welding Position 

6). Welding Consumable 

6.1 ). Electrode Wire 

6.2). Flux 
6.3). Shielding Gas 

7).Base Metal Preparation 

· 7 .1). Joint design details 
(Sketch showing arrangements 

part_s, Weld groove details, 
weld passes & their sequence, 

etc.) 

Punia Construction Company, 

Mangali Kutiya, 8 KM Stone on Tosham Road, 

VPO Ladwa, Hisar (Haryana) 

PCC/30.50/07 

RDSO/B-l l 754/2R2. 
Jacking Stiffeners ( 12mm thick M.S. Plate) with End 

Diaphragm Web Plate ( 12mm thick M.S. Plate) 

Fillet (6 mm) 
Plates IS: 2062-2011, E-250 Gr. BO, 

GMAW 

Horizontal 

For solid MIG/MAG Welding wire, Class I of 

IRS: M-46/20, Grade: - S3X503, 

As per IS/A WS: 6419-1996(R2016) 

Type: Copper coated mild steel wire 

Drying Method: N .A . 

N .A. 

CO2 
-Fusion faces and adjacent surfaces are cleaned 

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

quality. "').-0 ~ ..{\. . .,,,__ . \ . '--" 

1 ◄ 200 mm 

1 
rrr:-; -·--'· ···· 

12 mm thick Jacking Stiffener---- -4----1'--......4--i-.;.....---

I ◄ 200 mm ~ . Auth. 
~inn ::, 



WELDING PROCEDURE SPECIFICATION SHEET 

- .~). Joint Preparation 

n Welding Current 

Q). Welder qualification 

J 0). \\:elding parameters & techniques 

1 O. l ) Welding parameters 

We ld Electrode/ Wire Current 

pass dia. (in mm) (in 

' Amp.) 

I 1.2 250-300 

10.2) Welding sequence & techniques 

11 ) . Provision of run on/run off tabs 

As per IS : 4353-1995 & WBC-200 I 

Type: DC, Polarity: Reverse 

As per IS: 7310 (Part- I) & 8 I 7 

Arc Wire Travel Electrode 

voltage feed speed (in stick out 

(in volt) speed (in m/min.) (in mm) 

m/min.) 

27-30 5.0-5.5 
0.30-

10 
0.35 

Gas flow 

(I /min.) 

15-22 

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

N.A. 
N.A. 
Yes 

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

14 ). Pre-heating & interpass temperature I 00°C- I 50°C 

N.A. I 5). Peening 

16). Post weld treatment 

18). Rectification of weld defect 

(If Any) 

18). Inspection of weld 

I 9). Any other relevant detai I 

N.A. 
By grinding of the defective weld & rectifying the 

weld as per Cl.32.2 of IS : 9595-96, using A3 c lass 

of electrodes of specification IRS M-28/20 after 

conducting D.P. Test. 

Visual, D.P.Test. 

None 
rnn~ n v 



WELDING PROCEDURE SPECIFICATION SHEET 

~ame & Address of fabricator Punia Construction Company, 
Mangali Kutiya, 8 KM Stone on Tosham Road ' 
VPO Ladwa, Hisar (Haryana) 

Welding Pro9edure Specification No. 

\). Drawing Series No. 

2). Weld Joint Description 

3). B_ase Meta\ 

4). Welding Process 

5). Welding P~sition 
6). Welding Consumable 

6. l ). Electrode Wire 

6.2). Flux 
6.3). Shie\_ding Gas 

7).Base Meta\ Preparation 

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

etc. 

PCC/30.50/08 

RDSO/B-l l 754/2R2. 
Pad Plate (20mm thick M.S. Plate) with End Diaphragm 
Bottom flange Plate ( 16 mm thick M.S. Plate) 

Fillet (6 mm) 
Plates IS: 2062-2011 , E-250 Gr. BO, 

GMAW 

Horizontal 

.For solid MIG/MAG Welding wire, Class 1 of 
IRS: M-46/20, Grade: - S3X503, 
As per IS/ A WS: 6419-1996 (R2016) 
Type: Copper coated mild steel wire 

Drying Method: N .A. 

N.A. 

CO2 
Fusion faces and adjacent surfaces are cleaned 
made free from cracks, notches, mill scale, 
grease, paint, rust, etc. which may affect weld~ -

qu~ity. . . ~~ . ~'<::-

I r1j -



I 
,. WELDING PROCEDURE SPECIFICATION SHEET 

7.2). Joint Preparation 

8). Welding Current 

9). Welder qualification 

1 O). Welding parameters & techniques 

10.1) Welding parameters 

Weld Electrode/Wire Current 

pass dia. (in mm) (in 

Amp.) 

1 1.2 250-300 

10.2) Welding sequence & techniques 

11 ). Provision of run on/run off tabs 

As per IS: 4353-1995 & WBC-2001 

Type: DC, Polarity: Reverse 

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

Arc Wire Travel Electrode 

voltage feed speed (in stick out 

(in volt) speed (in m/min.) (in mm) 

m/min.) 

27-30 5.0-5.5 
0.30-

10 
0.35 

Gas flow 

( I/min .) 

15-22 . 

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

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

14). Pre-heating & interpass temperature 

N.A. 

N.A. 

Yes 

N.A. 

I 00°C- I 50°C 

N.A. 

15). Peening 

16). Post weld treatment 

18). Rectification of weld defect 

(If Any) 

18). Inspection of weld 

19). Any other relevant detail 

: N.A. 

By grinding of the defective weld & rectifying the 

weld as per Cl.32.2 of IS: 9595-96, using A3 class 

of electrodes of specification IRS M-28/20 after 

conducting D.P. Test. 

Visual, D.P .. Test. 

None 
Prepared by: Punia 

0
"1stJft!Jltr~\ompany. 

Signature: c,?~u,,; .:-\ 
. I , \c,\ 



WELDING PROCEDURE SPECIFICATION SHEET 

Name & Address of fabricator 

Welding Procedure Specification No. 

I). Drawing Series No. 

2). Weld Joint Descrtption 

3). Base Metal 

4). Welding Process 

5). Welding Position 
6). Welding Consumable 

6.1). Electrode Wire 

6.2). Flux 
6.3). Shielding Gas 

7).Base Metal Preparation 

7 .1 ). Joint design details 
(Sketch showing arrangements 
parts·, Weld groove details, 
weld passes & their sequence, 

etc.) 

Punia Construction Company, 
Mangali Kutiya, 8 KM Stone on Tosham Road, 
YPO Ladwa, Hisar (Haryana) 

PCC/30.50/09 

RDSO/B-11754/R2. 
Stud Shear Connector (Shipping Mark: TS) on Top 
Flanges of I-Section (Shipping Mark: ZA, ZB & ZC) . 
Resistance Welding 
Plates IS:2062-2011 , E-250 Gr. BO, 
The Stud Shear Connector & Ceramic Ferrules 
Confirm to type SDI/UF as per BS EN ISO 139 18. 
Automatic Welding Machine 
(Like Resistance Welding) 
Down Hand 

N.A. Drying Method: N.A. 

N.A. 
N.A. . I 

Fusion faces and adjacent surfaces are cleaned ,. .t.t · ii GG11i1 
made free from cracks, notches, mll .s~':)f.r..iCJ _;..., .. · ·· • 
grease, paint, rust, etc. which ma/~~ect weld 

quality. 

Stud Shear Connector 
(M25X200) 

,rr 

j_ 
28 mm 

T 

- --..i - --20 rnm 



I 
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WELDING PROCEDURE SPECIFICATION SHEET 

7:2). Joint Preparation 

8). Welding Current 

9). Welder qualification 

10). Welding parameters & techniques 

I 0.1) Welding parameters 

(For 25mm dia. Stud Shear Connector); 

Weld Electrode/Wire Current 

As per IS: 4353-1995 & WBC-200 I 

Type: DC, Polarity: Reverse 

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

Arc Time Lift Protrusion Shielding 

Pass no. dia. mm (Amp) voltage( volt) (in ms) (in mm) app. gas flow 

1 N .A.· 1800 

10.2) Welding sequence & techniques 

11). Provision of run on/run off tabs 

N.A. 1600 

(in mm) rate 

(Ltr/min) 

- - N.A. 

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

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

14). Pre-heating & interpass temperature 

N.A. 

N.A. 

N.A. 

N .A. 

N.A. 

N.A. 

N.A. 
15). Peening 

16). Post weld treatment 

17). Rectification of weld defect 

_(If Any) 

18). Inspection of weld 

19). Any other relev3:nt detail 

By grinding of the defective weld & rectifying the 

weld as per Cl.32.2 of IS: 9595-96, using A3 class 

of electrodes of specification I RS M-28/ I 2, 

Code as per IS: 814-2004), after conducting 

D.P. Test. 

Visual, Ring Test and Bend Test. 

None 
;stru~~ 

Prepared by: Punia ooJtru~~,piilpany. 

Signature : •l( 0u t11 \~ 



WELDING PROCEDURE SPECIFICATION SHEET 

-:,Jame & Address of fabricator 

Welding Procedure Specification No. 

!). RDSO Drawing No. 

2). Weld Joint Description 

3). Base Metal 

4). Welding Process 

5). Welding Position 

6). Welding Consumable 

6. 1 ). Electrode Wire 

6.2) . Flux 

6.3). Shielding Gas 

7).Base Metal. Preparation 

7. I). Joint. design deta ils 

(Sketch showing arrangements 

parts, Weld groove detai ls, 

weld passes & their sequence, 

etc.) 

7.2). Joint Preparation 

8). Welding Current 

9). Welder qua.lification . 

10). Welding parameters & techniques 

1 o l ) Welding parameters 

Weld Electrode/Wire Current 

-pass dia. (in mm) (in 

Amp.) 

I 4 180 

Punia Construction Company, 

Mangal i Kutiya, 8 KM Stone on Tosham Road 

VPO Ladwa, Hisar (Haryana)· · ' 

PCC/30.50/10 

All relevant drawings on the above 

5mm Tack wel_ds on al l Fi llet & Buttjoints. 

Plates IS: 2062-201 1, E-250 Gr. BO, 

M.M.A.W. 

Horizontal-Vertical 

Class: A3 of IRS M.28/20, 

Code as per IS: 814-2004 

Type: Med ium coated 

Drying Method: As recommended by the electrode 

manufacturer 

N.A. 

N.A. 
d 

Fusion faces and adjacent surfaces are cleane 

made free from cracks, notches, mil l scale, 

grease, paint, rust, etc. which may affect weld 

quality. 

- °J' 

As per IS: 4353- 1995 & WBc-2gcu_ .}qr ., .;• ·,'"' .... . ~" · ... 

Type: DC, Polarity: Reverse 

As per IS: 73 10 (Part- I) & 81? 

Arc Wire Travel Electrode Gas flow 

voltage feed speed (in stick out (I /min .) 

(in volt) speed (in m/min.) (in mm) 

m/min.) 

24 N.A. N.A. N.A. N.A. 

l 0.2) Welding sequence & t r.,..;:·:::;':'::~~ 

I I). Provision of run on/r xt weJ,d~.b,trad'._~~ 

12). Cleaning of weld bea ,,.1-'-~~-~ :se·~~ 

. 
. ~ - / ,. . \ ".' """'~ . .. ,;_ \ 



WELDING PROCEDURE SPECIFICATION SHEET 

1
3). Root preparation before welding other side of groove weld 

\-l). Pre-heating & interpass temperature 

N.A . 

N.A. 

N.A. 

N.A. 
\ 5). Peening 
16). Post we\d treatment 

\ 7). Rectificati.on of weld defect 

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

By grinding of the defective weld & rectifying the 
weld as per Cl.32.2 of IS:9595-96, using A3 class 

of electrodes of specification IRS M-28/20, 
Code as per IS:814-2004), after conducting 

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

None 

Prepared by: Punia Construction Company. 

Signature: 

Designation: 

Date: 


