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-1l/ B&S/ RG/
CG./ WPSS / 12.2 series (10 nos)



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.)

1002 mm

: Punia Construction Company,

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

: PCC/12.2/01

: RDSO/B-11752/RI

I-Section {Shipping Mark: ZA & ZB} Web Plate (16
mm thick M.S. Plate) with Top flange (16 mm thick
M.S. Plate) & First Bottom flange (36 mm thick M.S.
Plate)

. Fillet (14 mm)

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

: Flat inclined at 45°

. Class: W1 of IRS M-39/20,

Type: Copper coated mild steel wire | o
Drying Method: N.A. e (WY
Class: F1 of IRS M-39/20, o *':ch Offiect (Ml
Type: Agglomerated "“ — L
Drying Method: 250°C for one hoursesfoéefse 1¥ ¥

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.

300 mm




WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation
8). Welding Current

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

. As per IS: 4353-1995 & WBC-2001
. Type: DC, Polarity: Reverse

¢ As per IS: 7310 (Part-1) & 817

Weld | Electrode/Wire | Current Arc Wire Welding Elgctrode Gas ﬂow
pass dia. (in mm) | (in Amp.) | voltage feed speed (in s‘flck out | (1/min.)
No. (in volt) | speed (in | m/min.) | (in mm)
m/min.) -
1 4.00 550-600 | 28-32 | 1.0-1.4 [0.30-0.40 | 20 NA.
2 4.00 550-600 | 28-32 | 1.0-1.4 | 0.30-0.40 20 N.A.

10.2) Welding sequence & techniques

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

ends.
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11). Provision of run on/run off tabs . Yes
12). Cleaning of weld bead before laying of next weld bead : N.A.
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & Interpass temperature . 100°C - 150°C
16). Peening © NA.
17). Post weld treatment © NA.

18). Rectification of weld defect
(If Any)

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

. By grinding of the defective weld & rectifying the
weld as per C1.32.2 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



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.)

20 mm thick Bearing Stiffener

. Punia Construction Company,

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

: PCC/12.2/02

: RDSO/B-11752/RI

Bearing Stiffeners (Shipping Mark: BS1 & BS2) (20
mm thick M.S. Plate) on I-Section {Shipping Mark: ZA
& ZB} with Web plate (16 mm thick M.S. Plate), Top
Flange (16 mm thick M.S. Plate) & First Bottom
Flange (36 mm thick M.S. Plate)

: Fillet (12 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/AWS: 6419-1996 (R2016) m‘f“
Type: Copper coated mild steel wire bﬁ@ﬁ‘im
Drying Method: N.A. o™ o™ oo™
. NA. A o
. €02 cens Y

: Fusion faces and adjacent surfaces are cleaned

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

quality.
| 300 mm |
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LDING PROCEDURE SPECIFICATION SHEET

=2 PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation
8). Welding Current

9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

. As perIS: 4353-1995 & WBC-2001
: Type: DC, Polarity: Reverse

: AsperIS: 7310 (Part-1) & 817

Weld Electrode/Wire | Current Arc | Wire feed | Travel | Electrode | Gas flow
dia. (inmm) | (in Amp.) | voltage | speed (in | speed (in | stick out | (1/min.)
No. (involt) | m/min.) | m/min.) | (in mm)
1 13 250-300 | 27-30 | 5.0-5.5 | 0:20-025 10 15-22
2 1.2 250-300 27-30 5.0-5.5 | 6:20-0:25 10 15-22
3 1.2 250-300 27-30 5.0-5.5 | 020-6:25 10 15-22
VRN T PR )
10.2) Welding sequence & techniques : N.A.
11). Provision of run on/run off tabs . N.A.
12). Cleaning of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature : 100°C-150°C
15). Peening : N.A.
16). Post weld treatment N.A.

18). Rectification of weld defect
(If Any)

18). Inspection of weld

19). Any other relevant detail

: By grinding of the defective weld &

rectifying the

weld as per C1.32.2 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




Name & Address of fabricator

Welding Procedure Specification No.

WELDING PROCEDURE SPECIFICATION SHEET

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.)

@mm thick Int. Stiffener

|6

,6/

. Fusion faces and adjacent surfacesareclganed =

. Punia Construction Company,

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

: PCC/12.2/03

: RDSO/B-11752/RI

Vertical Stiffeners with & without X-Frame {Shipping
Mark: IS1 & IS2} (12mm thick M.S. Plate) on I-Section
{Shipping Mark: ZA & ZB} with Web Plate ( 16 mm
thick M.S. Plate).

: Fillet (8 mm)
. Plates IS: 2062-2011, E-250 Gr. B0,

. GMAW
. Horizontal

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

IRS: M-46/20, Grade: - S3X503,
As per IS/AWS: 6419-1996 (R2016)

Type: Copper coated mild steel wire { 0

Drying Method: N.A. it R (g
: N.A. aumE® TIN Sgicer (M
: CO2 Asowmat REWEE o e

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

quality.

#: 300 mm >‘ l
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WELDING PROCEDURE SPECIFICATION SHEET

—==272 N TROCKEDURE SPECIFICATION SHEET

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

10). Welding parameters & techniques

10.1) Welding parameters . .

. As per IS: 4353-1995 & WBC-2001

. Type: DC, Polarity: Reverse

: AsperIS: 7310 (Part-1) & 817

Weld Elefctro'de/Wl re | Current Arc Wire Travel | Electrode | Gas flow
pass dia. (in mm) (in voltage feed speed (in | stick out | (1/min.)
Amp.) (in volt) | speed (in | m/min.) | (in mm)
m/min.) g
I 1.2 250-300 | 2730 | 5.0-5.5 ( ot 10 15-22
S
10.2) Welding sequence & techniques 2-2:5 : N.A.
11). Provision of run on/run off tabs <7 . N.A.
12). Cleaning of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld . N.A.
14). Pre-heating & interpass temperature . 100°C-150°C
15). Peening : N.A.
: N.A.

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

(If Any)

. By grinding of the defective weld & rectifying the
weld as per C1.32.2 of IS: 9595-96, using A3 class
of electrodes of specification IRS M-28/20 after
conducting D.P. Test.

- Visual, D.P. Test.

18). Inspection of weld
None

19). Any other relevant detail

.
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series No.

2). Weld Joint Description

3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
6.1). Electrode Wire

6.2). Flux

6.3). Shielding Gas
7).Base Metal Preparation

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

etc.)

: Punia Construction Company,

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

: PCC/12.2/04

: RDSO/B-11752/4R|]

End Diaphragm, Web Plate (12 mm thick M.S. Plate)
with Top flange (12 mm thick M.S. Plate) & Bottom
flange (12 mm thick M.S. Plate)

: Fillet (6 mm)

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

: Flat inclined at 45°

. Class: W1 of IRS M-39/20,

Type: Copper coated mild steel wire

Drying Method: N.A.

Class: F1 of IRS M-39/20,

Type: Agglomerated

Drying Method: 250°C for one hour before use

OR As recommended by manufacturer
made free from cracks, notches, mill scale, QQD
grease, paint, rust, etc. which may affect weld A

qqITT wgwET uﬁa}'@ (wry

: N.A.
: Fusion faces and adjacent surfaces are cleaned

uality.
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current

9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

. AsperIS: 4353-1995 & WBC-2001
: Type: DC, Polarity: Reverse
¢ AsperlIS: 7310 (Part-1) & 817

Weld | Electrode/Wire | Current Arc | Wire feed | Travel | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) | voltage | speed (in | speed (in | stickout | (I/min.)
(involt) | m/min.) | m/min.) | (in mm)
1 4.0 550600 | 2832 | 10-12 [055-60 [ 20 | Na. |
10.2) Welding sequence & techniques .: Welding from run on to run off tabs at the free
ends.
| ]
4 v 2
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11). Provision of run on/run off tabs : Yes
12). Cleaning of weld bead before laying of next weld bead : N.A.
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & Interpass temperature . 100°C - 150°C
16). Peening : NA.
: N.A.

17). Post weld treatment

18). Rectification of weld defect

(If Any)

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

. By grinding of the defective weld & rectifying the
weld as per C1.32.2 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



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)

¢ PECT12.205

: RDSO/B-11752/1R]

Int. Diaphragm, Web Plate (1 2 mm thick M.S. Plate)
with Top flange (12 mm thick M.S. Plate) & Bottom
flange (12 mm thick M.S. Plate)

: Fillet (6 mm)

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

+ Flat inclined at 45°

. Class: W1 of IRS M-39/20, b
Type: Copper coated mild steel wire o

Drying Method: N.A. ST T MRENYTT (T
+ ‘Class: F1 of IRS M-39/20, .\.A:iium » mesearch Offiser (M
g

Type: Agglomerated R
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.

920 mm




WELDING PROCEDURE SPECIFICATION SHEET

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

10). Welding parameters & techniques

: AsperIS: 4353-1995 & WBC-2001
: Type: DC, Polarity: Reverse

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

10.1) Welding parameters

[ Weld .Electrode/Wire Current Arc Wire feed | Travel Electrode | Gas f:lom
pass dia. (inmm) | (in Amp.) | voltage | speed (in | speed (in stick out | (1/min.)
(in volt) | m/min.) | m/min.) (in mm)
1 4.0 550-600 28-32 1.0-1.2 0.55-.60 20 N.A.

10.2) Welding sequence & techniques

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

ends.

I;v__l
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1

2

3

[__‘_l_4|

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

14). Pre-heating & Interpass temperature

16). Peening
17). Post weld treatment

18). Rectification of weld defect

(If Any)

19). Inspection of weld

20). Any other relevant detail

: Yes
: N.A.
: N.A.
: 100°C - 150°C
¥ NGA,
: M.

: By grinding of the defective weld & rectifying the
weld as per Cl1.32.2 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
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator : Punia Construction Company

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

Welding Procedure Specification No.  : PCC/12.2/06

1). Drawing Series No. : RDSO/B-11752/4R)
Jacking Stiffeners (12mm thick M.S. Plate) with End
Diaphragm Web Plate (12 mm thick M.S. Plate)

2). Weld Joint Description : Fillet (6 mm)
3). Base Metal ' . Plates IS: 2062-2011, E-250 Gr. B0,
4). Welding Process : GMAW
5). Welding Position : Horizontal
6). Welding Consumable -
6.1). Electrode Wire . For solid MIG/MAG Welding wire, Class 1 of

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

As per IS/AWS: 6419-1996 (R2016)
Type: Copper coated mild steel wire
Drying Method: N.A.

6.2). Flux : NA.
6.3). Shielding Gas : CO2 “\-:\"*‘*""‘>
7).Base Metal Preparation - Fusion faces and adjacent surfaces are cl a wfaw (=Y _

made free from cracks, notches, millscale, ; sgearch officer (¥
grease, paint, rust, etc. which may affec wgld" i@ T
quality. i
7.1). Joint design details !
(Sketch showing arrangements

parts, Weld groove details, 200 mm
weld passes & their sequence,
etc.)

<
-
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12 mm thick Jacking Stiffener
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation
8). Welding Current

9). Welder qualification

10). Welding parameters & techniques

10.1) Welding parameters

. As per IS: 4353-1995 & WBC-2001
. Type: DC, Polarity: Reverse

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

Weld | Electrode/Wire | Current Arc Wire Travel | Electrode | Gas flow
pass dia. (in mm) (in voltage feed speed (in stick out | (1/min.)
Amp.) | (involt) | speed (in m/min.) | (in mm)
m/min.)
836~
1 1.2 250-300 | 27-30 5.0-5.5 035 10 15-22
D Y
10.2) Welding sequence & techniques : N.A.
11). Provision of run on/run off tabs . N.A.
12). Cleaning of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature . 100°C-150°C
15). Peening ' : N.A.
16). Post weld treatment : N.A.
18). Rectification of weld defect . By grinding of the defective weld & rectifying the

(If Any)

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

weld as per C1.32.2 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 : Punia Construction Company,

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

Welding Procedure Specification No. : PCC/12.2/07

1). Drawing Series No. . RDSO/B-11752/4R) _
' Pad Plate (12mm thick M.S. Plate) with End Diaphragm
Bottom flange Plate (12 mm thick M.S. Plate) vt el t‘-ﬂNl‘

2). Weld Joint Description : Fillet (6 mm) J“““"‘%‘“ﬂ["‘”a'
3). Base Metal - Plates IS: 2062-2011, E-250 Gr. B0,
4). Welding Process : GMAW
5). Welding Position : Horizontal
6). Welding Consumable .
6.1). Electrode Wire . For solid MIG/MAG Welding wire, Class 1 of

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

As per IS/AWS: 6419-1996 (R2016)
Type: Copper coated mild steel wire
Drying Method: N.A.

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

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

quality.
7.1). Joint design details :
(Sketch showing arrangements
parts, Weld groove details, i
weld passes & their sequence, aQuIaw mewﬁ‘ﬁi L@y
etc. Asslotan: Research Officer (I
12 mm thick 6 mm

Pad Plate / P“/-I"\%.



WELD

ING PROCEDURE SPECIFICATION SHEET

—_%'E

7.2). Joint Preparation
8). Welding Current

9). Welder qualification

10). Welding parameters & techniques

10.1) Welding parameters

: Asper IS: 4353-1995 & WBC-2001
: Type: DC, Polarity: Reverse

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

Weld | Electrode/Wire | Current Arc Wire Travel | Electrode | Gas flow
pass ~dia. (in mm) (in voltage feed speed (in | stick out | (1/min.)
Amp.) | (involt) | speed (in | m/min.) | (in mm)
m/min.)
6:36=
1 1.2 250-300 | 27-30 5.0-5.5 035 10 15-22
QS - DY
10.2) Welding sequence & techniques : N.A.
11). Provision of run on/run off tabs : N.A.
12). Cleaning of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature : 100°C-150°C
15). Peening : N.A.
16). Post weld treatment : N.A.
18). Rectification of weld defect : By grinding of the defective weld & rectifying the

(If Any)

18). Inspect‘ion of weld

19). Any other relevant detail

weld as per C1.32.2 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.)’

12 mm thick inner flange plates

- Punia Construction Company,

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

: PCC/12.2/08

. RDSO/B-11752/{R}

Int. Diaphragm, Inner Flange Plates (12mm thick M.S.
Plate) with Web Plate ( 12 mm thick M.S. Plate)

. Fillet (6 mm)

. Plates IS: 2062-2011, E-250 Gr. B0,
. GMAW

. Horizontal

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

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

As per IS/AWS: 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. o
(wry

\'~‘=>°
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Amilsta: Research Officer (M
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DING PROCEDURE SPECIFICATION SHEET

—==2 Vo P RUCRDURE SPECIFICATION SHEET

7.2). Joint Preparation
8). Welding Current

9). Welder qualification

10). Welding parameters & techniques

10.1) Welding parameters

. Asper IS: 4353-1995 & WBC-2001
. Type: DC, Polarity: Reverse

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

Weld | Electrode/Wire | Current Arc Wire Travel | Electrode | Gas flow
pass dia. (in mm) (in voltage feed speed (in | stick out | (1/min.)
Amp.) | (involt) | speed (in | m/min.) | (in mm)
m/min.)
0:36-
1 1.2 250-300 | 27-30 5.0-5.5 035 10 15-22
Qre~ DS
10.2) Welding sequence & techniques : N.A.
11). Provision of run on/run off tabs . N.A.
12). Cleaning of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature : 100°C-150°C
15). Peening : N.A.
16). Post weld treatment N.A.

18). Rectification of weld defect

(If Any)

18). Inspection of weld

19). Any other relevant detail

: By grinding of the defective weld & rectifying the
weld as per C1.32.2 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

quality.
7.1). Joint design details ;
(Sketch showing arrangements Stud Shear Connector
parts, Weld groove details, (M25X200)
weld passes & their sequence,
etc.)
A
%/O T ’
oS>
Tt u ul l
gt Q‘.-,"L
(‘Sﬂﬂqﬂ & off et po 16 mm
y ‘:{”\'1 = 3 "‘ﬁa‘ﬂﬂ.‘x?;
" Lol ) |
B o
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| ﬂ
.'. @
c
M \3\ Sign.

: Punia Construction Company,

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

: PCC/12.2/09

. RDSO/B-11752/R] k& 23%0/8 1175 2/iR|

Stud Shear Connector (Shipping Mark: TS) on Top
Flanges of I-Section (Shipping Mark: ZA & ZB)

: Resistance Welding
. Plates 1S:2062-2011, E-250 Gr. BO,

The Stud Shear Connector & Ceramic Ferrules
Confirm to type SD1/UF as per BS EN ISO 13918.

. Automatic Welding Machine

(Like Resistance Welding)

: Down Hand

: N.A. Drying Method: N.A.
: NA.

: N.A.
. Fusion faces and adjacent surfaces are cleaned

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

1Y



WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation
8). Welding Current

9). Welder qualification

10). Welding parameters & techniques

10.1) Welding parameters

: As per IS: 4353-1995 & WBC-2001

: Type: DC, Polarity: Reverse

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

(For 25Smm dia. Stud Shear Connector);

Weld Electrode/Wire | Current Arc Time Lift Protrusion | Shielding
Pass no. dia. mm (Amp) | voltage(volt) | (inms) | (inmm) app. gas flow
(in mm) rate
(Ltr/min)
1 N.A. 1800 N.A. 1600 - - N.A.
10.2) Welding sequence & techniques : N.A.
11). Provision of run on/run off tabs : N.A.
12). Cleaning of weld bead before laying of next weld bead : N.A.
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature : N.A.
15). Peening : N.A.
16). Post weld treatment : N.A.
17). Rectification of weld defect : By grinding of the defective weld & rectifying the

(If Any)

18). Inspection of weld

19). Any other relevant detail
Py

weld as per C1.32.2 of IS: 9595-96, using A3 class

of electrodes of specification IRS M-28/12,
" Code as per IS: 814-2004), after conducting
D.P. Test.

: Visual, Ring Test and Bend Test.

None




WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). RDSO Drawing No.

2). Weld Joint Description

3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
6.1). Electrode Wire

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

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

7.2). Joint Preparation
8). Welding Current

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

. Punia Construction Company,

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

: PCC/12.2/10

: All relevant drawings on the above
. 5Smm Tack welds on all Fillet & Butt joints.

- Plates IS: 2062-2011, E-250 Gr. B0,
: MMM.A.W.

: Horizontal-Vertical

: Class: A3 of IRS M.28/20,

Code as per IS: 814-2004
Type: Medium coated

Drying Method: As recommended by the electrode
manufacturer

: 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

=
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. As per IS: 4353-1995 & WBC-2001
. Type: DC, Polarity: Reverse

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

Weld Electrod-e/Wire Current Arc Wire Travel | Electrode | Gas flow
pass dia. (in mm) (in voltage feed speed (in | stick out | (1/min.)
Amp.) | (involt) | speed (in | m/min.) | (in mm)
m/min.)
1 4 180 24 N.A. | NA. N.A. N.A.

10.2) Welding sequence & techniques © NA.
11). Provision of run on/run off tabs - N.A.
12). Cleaning of weld bead before laying of next weld bead - N.A.

Pt I




WELDING PROCEDURE SPECIFICATION SHEET

13). Root pre_paration before welding other side of groove weld . N.A.
14). Pre-heating & interpass temperature : N.A.
15). Peening : N.A.
16). Post weld treatment , o . N.A.
17). Rectification of weld defect . By grinding of the defective weld & rectifying the

weld as per C1.32.2 of 1S:9595-96, using A3 class
of electrodes of specification IRS M-28/20,
Code as per 1S:814-2004), after conducting

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

19). Any other relevant detail . None



Railway Composite Girder (25t loading)
18.3m clear span

MODEL WPSS No- RDSO/ Infra-1l/ B&S/ RG/
CG./ WPSS / 18.3 series (9 nos)
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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

6.2). Flux

6.3). Shielding Gas
7).Base Metal Preparation

7.1). Joint design detail

. Balabharti Infrastructure Pvt. Ltd.

2/536, S-1, 2™ Floor, Chitrakoot, Vaishali Nagar
Jaipur, Rajasthan-302021

Work Address:

I-13, A.R.G. Industrial Park, Bagru rawan
N.H.-08, Jaipur, Rajasthan-303007
BIP/L/DHAN/GR/RVNL/18.3/01

. —RDSO/B-11753/R2

|-Section Main Girder Web Plate (16mm thick M.S.Plate) welded with Top
Flange (16mm thick M.S.Plate) & Bottom flange (S0mm thick M.S.Plate)
Fillet weld size= 16 mm

Plates IS: 2062-2011, E-250 Gr. BO,
Fully-killed/Normaiized/Controi-Cooied

S.AW.

Flat inclined at 45° angle.

Class: W1 of IRS M-39/01, Amend. No. 1 of May’2005
Type: Copper coated mild steel wire Drying Method: N/A
Class: F1 of IRS M-39/01, Amend. No. 1 of May’2005
Type: Agglomerated

Drying Method: 250°C for one hour before use

or as recommended by manufacturer.

N.A.

Fusion faces and adjacent surfaces are cleaned,

Made free from cracks, notches, mill scale,

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

As per Sketch shown below-

/
f

350 ,

o

1416
1350

WEB PLATE —

Bsﬁoyw\sr_ PLATE
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation As per IS: 4353-1995, CI.7 IRS B1-2001, Cl.17.3 & WBC-2011

8). Welding Current
9). Welder qualification

10). Welding parameters& techniques

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

10.1) Welding parameters
| weld pass | Electrode/Wire Current Arc Wire feed Travel Electrode Gas flow
no. dia. (in mm) (in Amp.) voltage speed speed (in stick out (Itr./min.)
(involt) | (in m/min.) mm/min.) (in mm)
1+ 4,00 600-650 32-38 2.7 280-300 25 N.A.
L

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

E
EyZ4c
E

45°,

11). Provision of run on/run off tabs
12). Cleaning of weld bead before laying of next weld bead

: Yes ‘é‘
-8 V [= > §‘ 4,_‘::-‘

i N.A. ?‘P o

13). Root preparation before welding other side of groove weld ¥
14). Pre-heating & interpass temperature : N.A. a5
15). Peening gy

16). Post weld treatment Y

. By grinding of the defective weld & rectifying the
Weld as per C1.32.2 of IS: 9595-96, using A3 class
Of electrodes of specification IRS M.28.2, after

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

17). Rectification of weld defect

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

Prepared by: Balahharti Infrastructure Pvt. Ltd.

SV RUCNA -
N VA
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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

: N.A.
: C02/Ar. ‘o /Z_.‘_
: Fusion faces and adjacent surfaces are cleaned o) ¢ &

: As per sketch shown below-

Balabharti Infrastructure Put. Ltd.

2/536, §-1, 2™ Floor, Chitrakoot, Vaishali Nagar
Jaipur, Rajasthan-302021

Work Address:

I-13, AR.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, B0,
Fully-killed/Normalized/Control-Cooled.

M.L.G.

Horizontal,

For solid MIG/MAG Welding wire, Class 1 of

IRS: M-46-03, Amdt. 01 in May 2005, grade as per IS: 6419-2004
Type: Copper coated mild steel wire

Drying Method: N.A,

=

’ 2,
%
R

e

"2_-_;;>
Made free from cracks, notches, mill scale, LY
Grease, paint, rust, etc. which may affect weld quality. &

350 mm | 'ssé&

1416mm 1350mm

End Brg. Stiffener

(36x180) mm Thick €—f———

16mm Thick Top Ffénge Plate

. _l_ ® :‘f‘".
—T—

—® 16mm Thick Web Plate

<>—‘ 14mm Fillet weld

50 mm Thick Bottom

750 mm

Flange Plate
|
g

VY



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

: Asper|S: 4353-1995, C1.7 IRS B1-2001, C1.17.3 & W.B.C.-2011
¢ Type: DC, Polarity: Reverse

10). Welding parameters & techniques

10.1) Welding parameters

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

Weld pass | Electrode/Wire Current Arcvoltage | Wire feed Travel Electrode Gas flow
no. dia. (in mm) (in Amp.) (in volt) speed speed stickout | (Ltr. /min.)
(inm/min.) | (in m/min.) (in mm) ;
1+ 12 190-240 | 2025 2.0-3.5 0.20-0.35 10 15-20
10.2) Welding sequence & techniques : NA,
11). Provision of run on/run off tabs ¢ NA
12). Cieaning of weld bead before laying of next weld bead ! Yes
13). Root preparation before welding other side of groove weld ¢ N.A.
14). Pre-heating & interpass temperature : Yes
15). Peening : N.A,
16). Post weld treatment N.A
17). Rectification of weld defect

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

: By grinding of the defective weld & rectifying the

Weld as per Cl.32.2 of 15:9595-96, using A3 class

Of electrodes of specification IRS M.28.2, after
Conducting D.P.Test.

None

Prepared by:

: Visual, D.P.Test.

labharti Infrastructure Pvt. Ltd.

7 ?5 1 '“”G;\.

Il

WELDING PROCEDURE SPECIFICATION SHEET
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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

Balabharti Infrastructure Pvt. Ltd.
2/536, -1, 2™ Floor, Chitrakoot, Vaishali Nagar
Jaipur, Rajasthan-302021
Work Address:
I-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)
Fillet (10 mm)
Plates IS: 2062-2011, E-250 Gr. BO,
Fully-killed/Normalized/Control-Cooled.
M.L.G.
Horizontal.

For solid MIG/MAG Welding wire, Class 1 of
IRS: M-46-03, Amdt. 01 in May 2005, grade as per |S: 6419 2004
Type: Copper coated mild steel wire
Drying Method: N.A.

i NA.

: CO2/Ar.

: Fusion faces and adjacent surfaces are cleaned
Made free from cracks, notches, mill scale,

L8 o &
Grease, paint, rust, etc. which may affect weld quality. ‘zg‘ o
7.1). Joint design details As per sketch shown below- & <7
i ’;'h .60
L N | &
‘r ! ] _—| 16mm Thick Top Flange Plate
— 16mm Thick Web Plate
1416mm 1350mm B
} —® 10 mm Fillet weld
16 mm Thick  €——o '
Int. Stiffener /
4 7/ 1
_y [ ] 50 mm Thick Bottom
Flange Plate
f‘ 750 mm

— |




WELDING PROCEDURE SPECIFICATION SHEET

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

As per IS: 4353-1995, C1.7 IRS B1-2001, C1.17.3 & W.B.C.-2011
Type: DC, Polarity: Reverse
As per IS: 7310 (Part-1) & 817

10). Welding parameters & techniques
10.1) Welding parameters

Weld pass | E Jectrode/WireT Current Arc voltage | Wire feed Travel Electrode Gas flow
a no. dia. (in mm) (in Amp.) (in volt) speed speed stick out | (Ltr. /min.)
' (inm/min.) | (inm/min.) (in mm)
14 1.2 190-240 20-25 2.0-35 0.20-0.35 10 15-20
10.2) Welding sequence & techniques : N.A.

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

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

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

14). Pre-heating & interpass temperature ¢ Yes

15). Peening : NA

16). Post weld treatment : N.A.

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

Weld as per C1.32.2 of IS: 9595-96, using A3 class
Of electrodes of specification IRS M.28.2, after

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

19). Any other relevant detail None

Prepared by: aagzl\gbga\ni Infrastructure Pvt. Ltd.



WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of Fabricator . Balabharti Infrastructure Pvt. Ltd.
2/536, S-1, 2™ Floor, Chitrakoot, Vaishali Nagar
Jaipur, Rajasthan-302021
Work Address:
I-13, A.R.G. Industrial Park, Bagru rawan
N.H.-08, Jaipur, Rajasthan-303007

Welding Procedure Specification No.  : BIPL/DHAN/GR/RVNL/18.3/04
1). Reference Drawing No. :  RDSO/B-11753/R2 _ _
2). Weld Joint Description 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

3). Base Metal . Plates |S: 2062-2011, E-250 Gr. BO,
Fully-killed/Normalized/Control-Cooled

4). Welding Process : S.AW,

5). Welding Position :  Flatinclined at 45° angle.

6). Welding Consumable-

6.1). Electrode Wire Class: W1 of IRS M-39/01, Amend. No. 1 of May’2005

Type: Copper coated mild steel wire Drying Method: N/A _
Class: F1 of IRS M-39/01, Amend. No. 1 of May’2005 4>
Type: Agglomerated

Drying Method: 250°C for one hour before use

or as recommended by manufacturer.
6.3). Shielding Gas : NA.

7).Base Metal Preparation

6.2). Flux

Fusion faces and adjacent surfaces are cleaned,
Made free from cracks, notches, mill scale,

. & S e
Grease, paint, rust, etc. which may affect weld quality., - 4 &

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

200 mm (

) >

(

_T_ 12mm Thick Top Flange Plate

12mm Thick Web Plate ¢——

1182mm 1154mm

06mm Fillet weld

e 1 l
z ] 16 mm Thick Bottom

Flange Plate
. e 20mm \
v\ | B _.l -

.
A e >y




WELDING PROCEDURE SPECIFICATION SHEET

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

10). Welding parameters& techniques
10.1) Welding parameters

As per [S: 4353-1995, CI.7 IRS B1-2001, CI.17.3 & WBC-2011
Type: DC, Polarity: Reverse
As per IS: 7310 (Part-1) & 817

Weld pass | Electrode/Wire Current Arc Wire feed Travel Electrode Gas flow
no. dia. (in mm) (in Amp.) voltage speed speed (in stick out (Itr./min.)
(involt) | (inm/min.) | mm/min.) (in mm)
1 4,00 550-600 30-34 29 350-400 25 N.A.

10.2) Welding sequence & techniques

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

45°

11). Provision of run on/run off tabs

12). Cleaning of weld bead before laying of next weld bead
13). Root preparation before welding other side of groove weld

14). Pre-heating & interpass temperature

15). Peening
i6). Post weld treatment
17). Rectification of weld defect

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

v &
. i\, |
X P :@p P
° K
0) 4 O P
‘)/ tcg\ (’\j\ ’\‘9
LT N b
Dy o7 &
oY _é&
Yes N :*
N.A. “ o ;}5
N.A. ‘,35‘ &
&
N.A. 4"
N.A.
N.A,

: By grinding of the defectlve weld & rectifying the
Weld as per C1.32.2 of IS: 9595-96, using A3 class
Of electrodes of specification IRS M.28.2, after
Conducting D.P.Test.

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

: None

Prepared E a a‘glkarti Infrastructure Pvt. Ltd.

,C-\

.u.\ { v
i 0 \“JUY‘-‘“
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Balabharti Infrastructure Pvt. Ltd.
2/536, S-1, 2™ Floor, Chitrakoot, Vaishali Nagar
Jaipur, Rajasthan-302021
Work Address:
I-13, A.R.G. Industrial Park, Bagru Rawan
N.H.-08, Jaipur, Rajasthan-303007
BIPL/DHAN/GR/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.
4). Welding Process : M.LG.

5). Welding Position
6). Welding Consumables
6.1). Electrode Wire

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

3). Base Metal

Horizontal.

For solid MIG/MAG Welding wire, Class 1 of
IRS: M-46-03, Amdt. 01 in May 2005, grade as per |S: 6419-2004
Type: Copper coated mild steel wire

Drying Method: N.A,
6.2). Flux ¢ N.A.

6.3). Shielding Gas : CO2/Ar.

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

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

7.1). Jaint design details . As per sketch shown below-
200mm ‘§
s > l
. | - I ——] 12mm Thick Top Flange Plate
y _T_ _

—® 12mm Thick Web Plate

) ¥ 06mm Fillet weld

1182mm 1154mm

(12x90) mm Thick <———
Jacking Stiffener
S, -

—L 16 mm Thick Bottom
, - 1 m

Flange Plate
L 200 mm o
I« >

P ' | —



WELDING PROCEDURE SPECIFICATION SHEET

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

As per IS: 4353-1995, C1.7 [RS B1-2001, C1.17.3 & W.B.C.-2011
Type: DC, Polarity: Reverse

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

10). Welding parameters & techniques
10.1) Welding parameters

Weld pass | Electrode/Wire | Current | Arcvoltage | Wire feed Travel Electrode | Gasflow |
no. dia. (in mm) (in Amp.) (in volt) speed speed stick out (Ltr. /min.)
(inm/min.) | (in m/min.) (in mm)
14 1.2 180-220 20-25 2.0-35 0.30-0.45 10 15-20 1
10.2) Welding sequence & techniques : N.A.
11). Provision of run on/run off tabs 1 NA,
12). Cleaning of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature i Yes
15). Peening : N.A.
16). Post weld treatment N.A

17). Rectification of weld defect

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

V\;&
Mol
WO) & ;3“5"”; &

. By grinding of the defective weld & rectifying the
Weld as per C1.32.2 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




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 ivietai Preparation

7.1). Joint design details

Balabharti Infrastructure Pvt. Ltd.

2/536, 5-1, 2" Floor, Chitrakoot, Vaishali Nagar
Jaipur, Rajasthan-302021

Work Address:

I-13, A.R.G. Industrial Park, Bagru Rawan
N.H.-08, Jaipur, Rajasthan-303007
BIPL/DHAN/G R/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)
Fillet (06 mm)

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

Fully-killed/Normalized/Control-Cooled.
M.L.G.

Horizontal.

For solid MIG/MAG Welding wire, Class 1 of

IRS: M-46-03, Amdt. 01 in May 2005, grade as per IS: 6419-2004
Type: Copper coated mild steel wire

Drying Methad: 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- V
tv Q
NG,
© rﬁ’?‘}'k @'—‘}
f/"?\ oﬂv ‘&
A &P L
L)// _:.-;‘:‘1‘ ;0’_) e
& P«
- {:L__\ Fp":} ‘-’/
06 Qf R =&
TN %
'\ ;.‘\:\‘-'}& oée
o A
4""_"\

PAD
PLATE(12X185X200)MM

PAD
PLATE(12X185X200)MM




WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

. Asper|S: 4353-1995, C1.7 IRS B1-2001, C1.17.3 & W.B.C.-2011
8! Welding Current

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

10). Welding parameters & techniques
10.1) Welding parameters

Weld pass | Electrode/Wire | Current | Arcvoltage | Wire feed Travel Electrode Gas flow
no. diz. {(in mm) ‘I (inAmp.) | (involt) speed speed stick out (Ltr /min.) ‘
! | (in m/min.) | (in m/min.) (in mm) |
1 | 12 180-220 l 20-25 2.0-3.5 0.30-0.45 10 15-20 ‘
10.2) Welding sequence & techniques . NLA.
11). Provision of run on/run off tabs : NA.
12). Cleaning of weld bead before laying of next weld bead : Yes
13]. Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature : Yes
15). Peening ¢ N.A.
16). Post weld treatment . N.A.
17). Rectification of weld defect -

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

Conducting D.P.Test.
18). Inspection of weld . Visual, D.P.Test.
19). Any other relevant detail None

n' \.r(‘

Prepar%d/h\br-ﬂa]abham Infrastructure Pvt. Ltd.




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

: Balabharti Infrastructure Pvt, Ltd.
2/536, S-1, 2™ 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/18.3/07
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.1.G.
Horizontal.

For solid MIG/MAG Welding wire, Class 1 of

IRS: M-46-03, Amdt. 01 in May 2005, grade as per IS: 6419-2004
Type: Copper coated mild steel wire

Drying Method: N.A.

6.2). Flux : N.A. yk\
6.3). Shielding Gas . CO2/Ar. D«" e
7).Base Metal Preparation : Fusion faces and adjacent surfaces are cleaned g
Made free from cracks, notches, mill scale, 0) 4 O@@
Grease, paint, rust, etc. which may affect weld quality. ()/ R (“
7.1). Joint design details As per sketch shown below- ,;:’ e;?’\? ‘,’*‘
o & A
./ISA 150X150X15 SR
) » 'sp Q
® \ o | ¥ ‘.
L ] °® 6-
. ISA L
L ]
. 150X150X15 °
\ \ *
—-— <SS cusser
16MM THICK
b [
. e
g e
® / *
° I___ P \ -

e

&

ISA 150X150X15 LSRN




WELDING PROCEDURE SPECIFICATION SHEET

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

10). Welding parameters & techniques
10.1) Welding parameters

As per IS: 4353-1995, C1.7 IRS B1-2001, C1.17.3 & W.B.C.-2011
Type: DC, Polarity: Reverse

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

Weld pass ( Elef.:trode/Wire [ Current Arcvoltage | Wire feed Travel Electrode Gas flow
no. l\ dia. (in mm) (in Amp.) (in volt) speed speed stick out (Ltr. /min.)
| 1 (inm/min.) | (inm/min.) | (in mm) 1
\ 14 \ 12 180-220 20-25 2.0-35 0.30-0.45 10 15-20
10.2) Welding sequence & techniques : N.A.
11). Provision of run on/run off tabs : N.A.
12). Cleaning of weld bead before laying of next weld bead . Yes
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature . Yes
15). Peening . NA
16). Post weld treatment : N.A

17). Rectification of weld defect

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

. By grinding of the defective weld & rectifying the
Weld as per 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 Balabharti Infrastructure Pvi. Ltd.

N~ ¥e:
Gyt R




WELDING PROCEDURE SPECIFICATION SHEET

yame & Address of fabricator

. Balabharti Infrastructure Pvt. Ltd.
2/536, S-1, 2™ Floor, Chitrakoot, Vaishali Nagar
Jaipur, Rajasthan-302021
Work Address:
1-13, A.R.G. Industrial Park, Bagru rawan
N.H.-08, Jaipur, Rajasthan-303007

welding Procedure Specification No. . BIPL/DHAN/GR/RVNL/18.3/08
1). Reference Drawing No. : RDSQ/B-11753/R2

7). Weld Joint Description . stud Shear Connector on Top flanges of End I-Section & Middle I-
Section Main Girders
. Plates IS: 2062-2011, E-250 Gr. BO,
FuIlv-killed/NormaIized/Contrul-Cooled,
The Stud Shear Connector & Ceramic Ferrules
Confirm to type SD1/UF as per BS EN I1SO 13918.

3). Base Metal

4). Welding Pracess . Automatic Welding Machine
(Like Resistance Welding)
5). Welding Position : Down Hand
6). Welding Consumable -
6.1). Electrode Wire : N.A
Drying Method 1 NA )
6.2). Flux . N.A. v 3 &
6.3), Shielding Gas : N.A :
7).Base Metal Preparation . Fusion faces and adjacent surfaces are cleaned & ¥ AL
Made free from cracks, notches, mill scale, & 7

Grease, paint, rust, etc. which may affect weld .;,_;? a.&l\o
Quality. ' ﬁa
7.1). Joint design details . As per sketch shown below- s
[ 350 mm |
I |
3
,.ﬁ‘d‘l\ ~+——— Stud Shear Connector (@#25x200mm)
200mm g\
mr | 100mm /100 mm 7Smm

ey

Ilﬁ mm Thick Top Flange

—»Web (16 mm Thick)




WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation . As per IS: 4353-1995, Cl.7 IRS B1-2001, CI.17.3 & WBC-2001
8). Welding Current : Type: DC, Polarity: Reverse
9). Welder qualification . As per IS: 7310 (Part-1) & 817

10). Welding parameters & techniques
10.1) Welding parameters
(For @25mm Stud Shear Connector)-

Weld Pass i Electrode/Wire Current Arc Time Lift Protrusion | Shielding
no. | dia. mm (Amp) voltage(volt) |  (in ms) (in mm) app. gas flow
(in mm) rate
(Ltr./min)
1 '1 M 25*200mm | 1650-1900 N.A. 1300 5 8 N.A.
10.2) Welding sequence & techniques : N.A
11). Provision of run on/run off tabs : NA.
12). Cleaning of weld bead before laying of next weld bead . NA
13). Root preparation before welding other side of groove weld ¢ NA
14). Pre-heating & interpass temperature : N.A.
15). Peening ¢ N.A
16). Post weld treatment : NA
17). Rectification of weld defect . By grinding of the defective weld & rectifying the

weld as per C1.32.2 of 15:9595-96, using A3 class
of electrodes of specification IRS M.28.2, after
conducting D.P.T est.

18). Inspection of weld : Visual, Appearance test, Bend Test & Ring test. , |, 1..U Ala 2B {
19). Any other relevant detail : None
%
Y \éﬁ
x &S,

o -:f“‘é
%) B

v ) Prepared by: Balabharti Infrastructure Pvt. Ltd.
-0 "i";(.‘\'-\\ ?
N

X ;
<" A 7
SNPN
Ly

B bk

—
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of Fabricator . Balabharti Infrastructure Pvt. Ltd.
2/536, S-1, 2™ Floor, Chitrakoot, Valshali Nagar
Jaipur, Rajasthan-302021 J
Work Address:
I-13, A.R.G. Industrial Park, Bagru rawan
N.H.-08, Jaipur, Rajasthan-303007

Welding Procedure Specification No.  :  BIPL/DHAN/GR/RVNL/18.3/09

1). Reference Drawing No. . RDSO/B-11753/R2

2). Weld Joint Description All Relevant Joints as per Drawing.

Fillet weld size= 05 mm

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

300mm.

Plates 1S: 2062-2011, £-250B0

Fully-killed/Normalized/Control-Cooled. &
4). Welding Process © M.M.A.W. ,

3). Base Metal

5). Welding Position Horizontal & Vertical. rva) g
6). Welding Consumables ] .'
6.1). Electrode Wire  Class: A3 of IRS M.28/12, “* N
Code as per IS: 814-2004 a
Type: Medium coated &
Drying Method: As recommended by the electrode ni¥nufacturer
6.2). Flux : N.A.
6.3). Shielding Gas : N.A.
7).Base Metal Preparation 1 Fusion faces and adjacent surfaces are cleaned J
Made free from cracks, notches, mill scale,
Grease, paint, rust, etc. which may affect weld quality.
7.1). Joint design details ' : All Relevant Joints as per Drawing.
7.2). Joint Preparation : As per IS: 4353-1995, C1.7 IRS B1-2001, C1.17.3 & W.B.C.-2011
8). Welding Current : Type: DC, Polarity: Reverse
9), Welder qualification i As per IS: 7310 (Part-1) & 817

10). Welding parameters & techniques
10.1) Welding parameters

Weld pass | Electrode/Wire Current Arcvoltage | Wire feed Travel Electrode Gas flow
no. dia. (in mm) (in Amp.) (in volt) speed speed stickout | (Ltr. /min.)
(inm/min.) | (inm/min.) | (in mm)
1 4.0 140-180 24-29 NA NA NA NA

10.2) Welding sequence & techniques : N.A.
11). Provision of run on/run off tabs © N.A.
12). Cleaning of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld T NA
14), Pre-heating & interpass temperature + Yes
15). Peening ®
16). Post weld tream : NA . ;

7 ) o /.-"_:.:"‘5 :_\i:' C/
Ty VAT L 55N i1




WELDING PROCEDURE SPECIFICATION SHEET

17). Rectification of weld defect : By grinding of the defective weld & rectifying the
weld as per Ci.32.2 of 15:9595-96, using A3 ciass
of electrodes of specification IRS M.28.2, after

. conducting D.P.Test,

18). Inspection of weld : Visual, D PgTest )

19). Any other relevant detail None, .

Prepared hyuﬂa_la_hb‘arti Infrastructure Pvt. Ltd.

-
&1 "H'C\ .
o R o2
: /¢ N\

L -\w AN
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Railway Composite Girder (25t loading)
24.4m clear span

MODEL WPSS No- RDSO/ Infra-1l/ B&S/ RG/
CG./ WPSS / 24 .4 series (10 nos)



WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator . Punia Construction Company,

Mangali Kutiya, 8 KM Stone on Tosham Road,

VPO Ladwa, Hisar (Haryana).
Welding Procedure Specification No.  : PCC/24.4/01

1). Drawing Series No. : RDSO/B-11751/R2.

First Bottom Flange {Shipping Mark: BF1, BF3 &
BF5} (36 mm thick M.S. Plate) with Second Bottom
Flange {Shipping Mark: BF2, BF4 & BF6} (36 mm

Thick M.S. Plate)

2). Weld Joint Description . Fillet (10 mm)
3). Base Metal : . Plates IS: 2062-2011, E-250 Gr. BO,
4). Welding Process : S.AW.

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

: Flat inclined at 45°

: Class: W1 of IRS M-39/20,

Type: Copper coated mild steel wire

Drying Method: N.A.
6.2). Flux : Class: F1 of IRS M-39/20,
Type: Agglomerated

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

6.3). Shielding Gas : N.A.
7).Base Metal Preparation

: Fusion faces and adjacent surfaces are cleaned

made free from cracks, notches, mill scale,

N2

grease, paint, rust, etc. which may affecw » oficet o=
quality. LA\ 1 e e
7.1). Joint design details Ao <’ e ®
(Sketch showing arrangements so®®
paﬁs, Weld groove details,
weld passes & their sequence,
etc.)
36 mm

670 mm

.
lOmm[\ [~

| 720 mm
|

-



WELDING PROCEDURE SPECIFICATION SHEET

") Joint Preparation
%) Welding Current

. As per [S: 4353-1995 & WBC-2001
. Type: DC, Polarity: Reverse

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

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

Electrode Wire

Weld Current Arc Wire Welding | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) voltage feed speed (in | stick out | (1/min.)
' (involt) | speed (in | m/min.) | (in mm)
m/min.)
’ 4.00 650-700 24-27 1.3-1.6 0.350- 20 N.A. l
0.400

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

ends.

e l‘:‘;
: 08t
Y e e ST ot ©
it el Sl
Qo"“ ,
[ 1). Provision of run on/run off tabs : Yes
12). Cleaning of weld bead before laying of next weld bead : N.A.
I3). Root preparation before welding other side of groove weld : N.A.
I4). Pre-heating & Interpass temperature 100°C - 150°C
16). Peening : N.A.
I 7). Post weld treatment : N.A.

18). Rectification of weld defect
(If Any)

By grinding of the defective weld & rectifying the
weld as per C1.32.2 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

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

Prepared by: Puuig‘,@gmtruction Company.
Signature: O !
Designation:’

i 1 4



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.)

3|

1887 mm

: Punia Construction Company,

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

: PCC/24.4/02

- RDSO/B-11751/R2.

[-Section {Shipping Mark: ZA, ZB & ZC} Web Platc?
(16 mm thick M.S. Plate) with Top flange (25 mm thick

M.S. Plate) & First Bottom flange (36 mm thick M.S.
Plate)

: Fillet (14 mm)

: Plates IS: 2062-2011, E-250 Gr. B0,

© S.AAW,

: Flat inclined at 45°

: Class: WI of RS M-39/20, | 7
Type: Copper coated mild steel wire ot owx""“b sl
Drying Method: N.A. pm—— ergerci® or (M
Class: FI of IRS M-39/20, -

) : apt Re¥w? E 1
Type: Agglomerated Aslata

‘Drying Method: 250°C for one hourB&fore 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.

| 400 mm

)



WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation
8). Welding Current

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

: AsperIS: 4353-1995 & WBC-2001
. Type: DC, Polarity: Reverse

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

Weld | Electrode/Wire

Current Arc Wire Welding | El
°CLro . g ectrode | Gas flow
I;\zlass dia. (inmm) | (in Amp.) Yoltage feed speed (in | stickout | (I/min.)
0. - (involt) | speed (in | m/min.) | (in mm)
L m/min.)
| 4.00 550-600 28-32 1.0-1.4 | 0.30-0.40 20 N.A. 1
2 4.90 550-600 28-32 1.0-1.4 | 0.30-0.40 20 N.A. '

10.2) Welding sequence & techniques

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

ends.
L .y ]
4 2
Rt (U
1 3 s I k,«.}:'f er 3
o parth e
A\ postrt ® -
| . . ] anr st
| |
11). Provision of run on/run off tabs © Yes
12). Cleaning of weld bead before laying of next weld bead : N.A.
13). Root preparation before welding other side of groove weld 5 NLA.
14). Pre-heating & Interpass temperature : 100°C - 150°C
16). Peening : N.A.
17). Post weld treatment N.A.

18). Rectification of weld defect
(If Any)

19). Inspection of weld

20). Any other relevant detail

: By grinding of the defective weld & rectlfymg the
weld as per C1.32.2 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: Punia Construetion Company.

Cionatnire*



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
e 6). Welding Consumable
' 6.1). Electrode Wire

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

. Punia Construction Company,

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

: PCC/24.4/03

: RDSO/B-11751/R2.

Bearing Stiffeners (Shipping Mark: BS1 & BS2) (36
mm thick M.S. Plate) on I-Section {Shipping Mark: ZA
& ZC} with Web plate (16 mm thick M.S. Plate), Top
Flange (25 mm thick M.S. Plate) & First Bottom
Flange (36 mm thick M.S. Plate)

: Fillet (12 mm)

: Plates IS: 2062-2011, E-250 Gr. B0,
: GMAW

: Horizontal

: For solid MIG/IMAG Welding wire, Class 1 of

IRS: M-46/20, Grade: - S3X503,
As per ISSAWS: 6419-1996 (R2016)

: Fusion faces and adjacent surfaces are cleaned

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

Type: Copper coated mild steel wire oy

Drying Method: N.A. g oEEETR gicer (M
: N.A. 4 istast Research O qu"®
: CO2 \h“_?-,,, 3y wW(¥E

quality.
7.1). Joint design details ¢
(Sketch showing arrangements | 400 mm |
parts, Weld groove details, |< =, l
weld passes & their sequence, | |
i etc.) TTTTTTTT gm« T 25 mm
36 mm thick Bearing Stiffener g dE .
ZAS 12 mm
2 % 12 mm
ZAS
| LLLULLL :///% ! 3"6*1% l
T 36 mm

670 mm ]

_“___
Y

5| l T20 mwm J
|

F 3



WELDING PROCEDURE SPECIFICATION SHELT

7.2). Joint Preparation : Asper[S:4353-1995 & WBC-2001
Q). Welding Current . Type: DC, Polarity: Reverse
9). Welder qualification : AsperlS: 7310 (Part-1) & 817

10). Welding parameters & techniques
10.1) Welding parameters

~ Weld Elefctrqde/Wire Current { Arc Wire feed | Travel Electrode | Gas flow {
pass dia. (inmm) | (in Amp.) voltage | speed (in | speed (in | stick out | (I/min.) |
No. C(involt) | m/min) | m/min.) | (in mm) }
. — —_— = .‘.( |
1 1.2 250-300 27-30 5.0-5.5 [[0.20-0.25 10 15-22 J
2| 1.2 250-300 | 27-30 | 5.0-5.5 |0.20-0.25 10 l 15-22 |
3] 1.2 250-300 | 27-30 | 5.0-5.5 b.ﬁo-n.zs I | 15-22 ’
| ] 2 l
2-2%
10.2) Welding sequence & techniques - ‘ 8 : NA.
11). Provision of run on/run off tabs : N.A.
12). Cleaning of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature ¢ 100°C-150°C
15). Peening : N.A.
16). Post weld treatment : N.A.
[8). Rectification of weld defect : By grinding of the defective weld & rectifying the
(If Any) weld as per C1.32.2 of 1S: 9595-96, using A3 class

of electrodes of specification IRS M-28/20 after
conducting D.P. Test.
18). Inspection of weld ¢ Visual, D.P. Test.

19). Any other relevant detail :  None
) Prepared by: Punia Construction Company
Q N Signature: - \’



WELDING PROCEDURE SPECIFICATION SHEET

ame & 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.)

16 mm thick Int. Stiffener

: Punia Construction Company,

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

: PCC/24.4/04

: RDSO/B-11751/R2.

Vertical Stiffeners with & without X-Frame {Shipping
Mark: IS1 & 1S2} (16mm thick M.S. Plate) on I-Section
{Shipping Mark: ZA, ZB & ZC} with Web Plate

(16 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 1 of

IRS: M-46/20, Grade: - S3X503,
As per IS/AWS: 6419-1996 (R2016) Q&Q
Type: Copper coated mild steel wire SRR
Drying Method: N.A. s T rer (M
1urans Research Officer (
: N.A. N gy QW
: £02 sowsqTOT2 (@ WTEIEE

. Fusion faces and adjacent surfaces are cleaned

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

quality.

L 400 mm L|

I "

[ | 25 mm
4 T
i I Sl
)j,_____)
1K
1 Kk
A5 | [\ Bmm
“1 b~
-~
o
15 " 8mm
=1 k=
1 K
JE
141
;5:;/ 36 mm
q 5 l
5
5

| ’ 3= 1

|

670 mm N

720 mm 1
'l

A




WELDING PROCEDURE SPECIFICATION SHEET

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

10). Welding parameters & techniques

10.1) Welding parameters

: As per IS: 4353-1995 & WBC-2001

: Type: DC, Polarity: Reverse

. AsperIS: 7310 (Part-1) & 817

~ Weld | Electrode/Wire | Current Arc Wire Travel | Electrode | Gas flow
pass dia. (in mm) (in voltage feed speed (in | stick out | (1/min.)
Amp.) | (involt) | speed (in | m/min.) | (in mm)
: m/min.)
0.20-
1 | 1.2 250-300 | 27-30 5.0-5.5 ( 0. 25’) 10 15-22
. 2-2:5

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

11). Provision of run on/run off tabs 5 : N.A.

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

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

14). Pre-heating & interpass temperature : 100°C-150°C

15). Peening : N.A.

16). Post weld treatment N.A.

18). Rectification of weld defect

: By grinding of the defective weld & rectlfym g the
(If Any)

weld as per C1.32.2 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

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

Prepared by: P
Signature:

@gﬁstj&s‘non Company.

i %
Q :1.,;,11\ \ oy




WELDING PROCEDURE SPECIFICATION SHEET

Name & \ddress of fabricator . Punia Construction Company,
Mangali Kutiya, 8 KM Stone on Tosham Road,
VPO Ladwa, Hisar (Haryana)

W clding Procedure Specification No.  : PCC/24.4/05

1). Drawing Series No. : RDSO/B-11751/2R2.
End Diaphragm, Web Plate (12mm thick M.S. Plate)
with Top flange (12 mm thick M.S. Plate) & Bottom
flange (16 mm thick M.S. Plate)

2). Weld Joint Description : Fillet (6 mm)
3). Base Metal : Plates IS: 2062-2011, E-250 Gr. B0,
4). Welding Process : SAW,
5). Welding Position . Flat inclined at 45°
6). Welding Consumable :
6.1). Electrode Wire : Class: W1 of IRS M-39/20,

Type: Copper coated mild steel wire

Drying Method: N.A.
6.2). Flux : Class: F1 of IRS M-39/20,

Type: Agglomerated

Drying Method: 250°C for one hour before use

OR As recommended by manufacturer
6.3). Shielding Gas : N.A.
7).Base Metal Preparation . Fusion faces and adjacent surfaces are cleaned
made free from cracks, notches, mill scale,
grease, paint, rust, etc. which may affect weld

quality.

7.1). Joint design details
(Sketch showing arrangements

parts, Weld groove details, , 200 mm ’
weld passes & their sequence,

‘ | 12 mm
T

etc.)
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WELDING PROCEDURE SPECIFICATION SHEET

7.2}, Joint Preparation
R). Welding Current
9). Welder qualification

. As per IS: 4353-1995 & WBC-2001
: Type: DC, Polarity: Reverse

. AsperIS: 7310 (Part-1) & 817

10). Welding parameters & techniques

10.1) Welding parameters

— 7 1 :
| Weld | Elgcirqde/Wwe _Current Arc Wire feed | Travel | Electrode | Gas flow
pass \ dia. inmm) | (in Amp.) | voltage | speed (in | speed (in | stick out | (1/min.)
| \ : (involt) | m/min.) | m/min.) | (in mm)
1
\
o 4.0 550-600 | 28-32 | 1.0-1.2 | 0.55-60 | 20 NA. {

10.2) Welding sequence & techniques

ends.
I—_V—I
4 2
1 3

11). Provision of run on/run off tabs

l—‘l_jl

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

16). Peening

17). Post weld treatment

18). Rectification of weld defect
(If Any)

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

. By grinding of the defective weld &

U

ipis

{
“

\

at k

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

w (g

L3 h
';'“-".?J‘:':‘
R

—

:'

: Yes
: N.A.
¢ N.A.

: N.A.
N.A.

officer (1

100°C - 150°C

rectifying the

weld as per C1.32.2 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: Pun
Signature:
Designation:

Q7
/;P;/ Auth. \

N

i} Constiiction Company.



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.)

ANG3-L150X150X18

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

: PCC/24.4/06

: RDSO/B-11751/2R2.
Gusset plates {Shipping Mark: GUS1, GUS2 & GUS3}
with Horizontal Angles {Shipping Mark: ANG4} &
Diagonal Angles {Shipping Mark: ANG5}

. Fillet (12 mm)

: Plates IS: 2062-2011, E-250 Gr. B0,

: GMAW

: Horizontal

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

IRS: M-46/20, Grade: - S3X503, A
As per IS/AWS: 6419-1996 (R2016) '
Type: Copper coated mild steel wire

“ \ o\\"’aq\b
Drying Method: N.A. - mﬁq%}ﬁﬂﬁ (wy
7 N.A. m&::‘“ ?.,eﬁd:arch Oﬁlcer (Ml
: CO2 qoujste 1¥ FETWT T

: ) oo
. Fusion faces and adjacent surfaces are cleaned

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

------

-----

/%
b ANG2-L150X 150X

18



WELDING PROCEDURE SPECIFICATION SHEET

- 7). Joint Preparation
9). Welding Current

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

. Asper [S: 4353-1995 & WBC-2001
. Type: DC, Polarity: Reverse

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

weld | Electrode/Wire | Current Arc Wire Weldin.g El.ectrode Gas ﬂow
pass dia. inmm) | (in Amp.) | voltage feed speed (in spck out | (1/min.)
(in volt) rate(in m/min.) | (in mm)
m/min.) _
1 1.2 250-300 27-30 5.0-5.5 ﬁZO-O.B\O\ 10 15-22
2 1.2 250-300 27-30 5.0-5.5 | 0.20-0.30 10 15-22
|
lr 3 1.2 250-300 27-30 5.0-5.5 k).20-0.?& 10 15-22
: A |
: . e
10.2) Welding sequence & techniques o : N.A.
11). Provision of run on/run off tabs © : N.A.
12). Cleaning of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature : 100°C-150°C
15). Peening : N.A.
16). Post weld treatment : N.A.
18). Rectification of weld defect : By grinding of the defective weld & rectifying the

(If Any)

18). Inspecti

on of weld

19). Any other relevant detail

QO —

weld as per C1.32.2 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

o @R

Prepared by: Puni
Sionature-

%@%&Qompwy.




WELDING PROCEDURE SPECIFICATION SHEET

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

Welding Procedure Specification No.  : PCC/24.4/07
1). Drawing Series No. : RDSO/B-11751/2R2.

Jacking Stiffeners (12 mm thick M.S. Plate) with End
Diaphragm Web Plate (12 mm thick M.S. Plate)

2). Weld Joint Description : Fillet (6 mm)
3). Base Metal . Plates IS: 2062-2011, E-250 Gr. B0,
4). Welding Process . GMAW
5). Welding Position . Horizontal
6). Welding Consumable :
6.1). Electrode Wire . For solid MIG/MAG Welding wire, Class 1 of

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

As per IS/AWS: 6419-1996 (R2016)
Type: Copper coated mild steel wire
Drying Method: N.A.

6.2). Flux : N.A.
6.3). Shielding Gas ol 6
7).Base Metal Preparation . Fusion faces and adjacent surfaces are cleaned

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

quality.
7.1). Joint design details 3

(Sketch showing arrangements
parts, Weld groove details, 200 mm
weld passes & their sequence, P—%
etc.)

p)

P
TS

12 mm thick Jacking Stiffener

] - et :\\T"‘Ir:l‘

SR V.

S et O
Y 5 O

“n

l\émm

[/6mm

<R e |

2 @@ A

Lo A
N L 4
e |

y AT

an A

ATTIHETTITETELLLEILREL RN AR
i ual

lifecys

200 mm




WELDING PROCEDURE SPECIFICATION SHEET

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

10). Welding parameters & techniques
10.1) Welding parameters

- Weld | Electrode/Wire | Current Arc Wire Travel | Electrode | Gas flow
pass dia. (in mm) (in voltage feed speed (in | stick out | (1/min.)
’ Amp.) | (involt) | speed (in | m/min.) | (in mm)
I m/min.) |
L 12 250-300 | 2730 | 5.0-5.5 @é‘;’ ) 10 1522
g 0.5
10.2) Welding sequence & techniques TS . NA.
11). Provision of run on/run off tabs : N.A.
12). Cleaning of weld bead before laying of next weld bead v Xes
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature ¢ 100°C-150°C
15). Peening : N.A.
16). Post weld treatment _ _ N.A.
18). Rectification of weld defect : By grinding of the defective weld & rectlfymg the
(If Any) weld as per C1.32.2 of IS: 9595-96, using A3 class

of electrodes of specification IRS M-28/20 after
conducting D.P. Test.
18). Inspection of weld : Visual, D.P.Test.

19). Any other relevant detail . None Sty
Prepared by: Pum( stmsﬁ&), Company.
™ Signature: [/ N7\
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). Drawing Series No.

2). Weld Joint Description

3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
6.1). Electrode Wire

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

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

: Punia Construction Company,

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

PCC/24.4/08

RDSO/B-11751/2R2.

Pad Plate (12mm thick M.S. Plate) with End Diaphragm

Bottom flange Plate (16 mm thick M.S. Plate)); F%du

. Fillet (6 mm) 5&;@
. Plates IS: 2062-2011, E-250 Gr. B0,

GMAW

. Horizontal

: For solid MIG/MAG Welding wire, Class | of

IRS: M-46/20, Grade: - S3X503,
As per IS/AWS: 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. |

= e\
\) DL\%
SR E t“\'}f'l rfasT<Y (WTY

Adalstant Research Offiecr (M

2eWeNioTe Iv w- Ny L L CF

1

|

Ly > 4
12 mm thickM mm

Pad Plate

W



WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

. Asper 1S: 4353-1995 & WBC-2001
8). Welding Current

. Type: DC, Polarity: Reverse

9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

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

P

- Weld | Electrode/Wire | Current Arc Wire Travel Electrode | Gas flow
| pass dia. (in mm) (in voltage feed speed (in | stick out | (1/min.)
|| Amp.) | (involt) | speed (in | m/min.) | (in mm)

- \ m/min.)

L 1 12 250-300 | 27-30 5.0-5.5 %33(;— 10 [ 15-22

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

: N.A.
12). Cleaning of weld bead before laying of next weld bead ¢ Yes
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature : 100°C-150°C
15). Peening : N.A.
16). Post weld treatment : N.A.
18). Rectification of weld defect : By grinding of the defective weld & rectifying the
(If Any)

weld as per C1.32.2 of IS: 9595-96, using A3 class

of electrodes of specification IRS M-28/20 after

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

19). Any other relevant detail : None o~
Prepared by: Pﬁﬁjﬁdnﬁ@gﬁon Company.



WELDING PROCEDURE SPECIF ICATION 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.)

NN 2

an
Q»::.?;%‘ﬁk i}

et

: Punia Construction Company,

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

: PCC/24.4/09

: RDSO/B-11751/R2.

Stud Shear Connector (Shipping Mark: TS) on Top
Flanges of I-Section (Shipping Mark: ZA, ZB & Vi By

: Resistance Welding
: Plates [S:2062-2011, E-250 Gr. B0,

The Stud Shear Connector & Ceramic Ferrules
Confirm to type SD1/UF as per BS EN ISO 13918.

: Automatic Welding Machine

(Like Resistance Welding)

: Down Hand

: N.A. Drying Method: N.A.

i 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.

—Stud Shear Connector
(M25X200)

+—— 16 mm




WELDING PROCEDURE SPECIFICATION SHEET

7.2); _.loin.t Preparation . As per 1S: 4353-1995 & WBC-2001
8). Welding Current . Type: DC, Polarity: Reverse
9). Welder qualification . AsperIS: 7310 (Part-1) & 817

10). Welding parameters & techniques
10.1) Welding parameters

(For 25mm dia. Stud Shear Connector);

Weld Electrode/Wire | Current Arc Time Lift Protrusion | Shielding
Pass no. | dia. mm (Amp) | voltage(volt) | (in ms) (in mm) app. gas flow
' (in mm) rate
(Ltr/min)
S |
1 N.A. 1800 N.A. 1600 - - N.A.
10.2) Welding sequence & techniques . N.A.
11). Provision of run on/run off tabs : N.A.
12). Cleaning of weld bead before laying of next weld bead : N.A.
13). Root preparation before welding other side of groove weld . N.A.
14). Pre-heating & interpass temperature : N.A.
: N.A.

15). Peening
16). Post weld treatment ' N.A.

17). Rectification of weld defect . By grinding of the defective weld & rectifying the

weld as per C1.32.2 of IS: 9595-96, using A3 class

(If Any)
of electrodes of specification IRS M-28/12,
Code as per IS: 814-2004), after conducting
D.P. Test.
18). Inspection of weld - Visual, Ring Test and Bend Test.
None

19). Any other relevant detail

' ' Prepared by: Puni e ; ion Company.
Q/D an Signature: / < 989\\
— O 10004 [ @ Asabin fa )

TY ~m~a veamtamnne [ a



WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

Welding Procedure Specification No.

1). RDSO Drawing No.

2). Weld Joint Description
3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
6.1). Electrode Wire

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

7.1). Joint design details

: Punia Construction Company,

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

: PCC/24.4/10

: All relevant drawings on the above
: Smm Tack welds on all Fillet & Butt joints.

: Plates IS: 2062-2011, E-250 Gr. B0,
: MM AW.

. Horizontal-Vertical

: Class: A3 of IRS M.28/20,
Code as per IS: 814-2004
Type: Medium coated

Drying Method: As recommended by the electrode

: N.A.
o N.A.

manufacturer

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

(Sketch showing arrangements

parts, Weld groove details,

R

-

L
o o ” r
W\ yA— I“__,N'
S _7;‘_""\','7" ??kh ol St 2 =

‘ w Officer f\ !
weld passes & their sequence, . at Research Officer |
Etc.) oawdv ol J 2
7.2). Joint Preparation . As per IS: 4353-1995 & WBC-2001
8). Welding Current . Type: DC, Polarity: Reverse
9). Welder qualification : AsperlS: 7310 (Part-1) & 817
10). Welding parameters & techniques J
10.1) Welding parameters
Weld | Electrode/Wire | Current Arc Wire Travel | Electrode | Gas flow
pass dia. (in mm) (in voltage feed speed (in | stick out | (1/min.)
Amp.) (in volt) | speed (in | m/min.) | (in mm)
. m/min.)
1 4 180 24 N.A. [ NA. N.A. N.A.
10.2) Welding sequence & techniques . NA.
11). Provision of run on/run off tabs - NA.
12). Cleaning of weld bead before laying of next weld bead s TLA



WELDING PROCEDURE SPECIFICATION SHEET

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

14). Pre-heating & interpass temperature : N.A.

15). Peening - N.A.
N.A

16). Post weld treatment

17). Rectification of weld defect . By grinding of the defective weld & rectifying the

weld as per CI.32.2 of [S:9595-96, using A3 class
of electrodes of specification IRS M-28/20,
Code as per 1S:814-2004), after conducting

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

Prepared by: Punjyt‘.’onﬁsrlﬂmon Company.
r 0 _— ! e
)/

“
( \ B Sionature:



Railway Composite Girder (25t loading)
30.5m clear span

MODEL WPSS No- RDSO/ Infra-1l/ B&S/ RG/
CG./ WPSS / 30.5 series (10 nos)



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 d;esign details
(Sketch showing arrangements
parts, Weld groove details,

weld passes & their sequence,
etc.)

: N.A.

: Fusion faces and adjacent surfaces are cleaned

. Punia Construction Company,

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

. PCC/30.50/01

: RDSO/B-11754/R2.

First Bottom Flange {Shipping Mark: BF1, 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. B0,
. S.ALW.

: Flat inclined at 45°

Type: Copper coated mild steel wire

Drying Method: N.A.

Class: F1 of IRS M-39/20, 1 (&g
Type: Agglomerated sincer {0
Drying Method: 250°C for one hour- before Us€” o @

OR As recommended by manufactirer

: Class: W1 of IRS M-39/20, \
s

made free from cracks, notches, mill scale,

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

40 mm

=

700 mm

o
¥
—>

750 mm

A




WELDING PROCEDURE SPECIFICATION SHEET

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

10). Welding parameters & techniques
10.1) Welding parameters

Weld | Electrode/Wire | Current Arc Wire Welding | Electrode | Gas flow
pass dia. (inmm) | (in Amp.) = voltage feed speed (in | stick out | (I/min.)
i (in volt) | speed (in | m/min.) | (in mm)
m/min.) .
1 4.00 650-700 24-27 1.3-1.6 0.350- 20 N.A.
0.400 : i

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

ends.
S . l«@gw
1 2 _ -
| or (M
e Jiwy 7@
11). Provision of run on/run off tabs ' : Yes
12). Cleaning of weld bead before laying of next weld bead : N.A.
13). Root preparation before welding other side of groove weld : NA.
14). Pre-heating & Interpass temperature : 100°C - 150°C
16). Peening : N.A.
17). Post weld treatment N.A.
18). Rectification of weld defect : By grinding of the defective weld & rectlfymg the
(If Any) © weld as per C1.32.2 of IS: 9595-96, using A3 class

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

19). ]nspcctioﬁ of weld : Visual, D.P. Test & Macro Etching.
20). Any other relevant detail : None

o Prepared by: Pu[n/@ﬁﬁl;tﬁﬁx Company.

N s il i
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator

: Punia Construction Company,

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

Welding Procedure Specification No. PCC/30.50/02

1). Drawing Series No.

Plate)
2). Weld Joint Description

3). Base Metal

4). Welding Process

5). Welding Position

6). Welding Consumable
6.1). Electrode Wire

o S.AW,

. Flat inclined at 45°

: Class: W1 of IRS M-39/20,
Type: Copper coated mild steel wire

: RDSO/B-11754/R2.

[-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.

: Fillet (14 mm)
: Plates IS: 2062-2011, E-250 Gr. B0,

Drying Method: N.A. —
6.2). Flux : Class: F1 of IRS M-39/20, «EII K7
Type: Agglomerated

Drying Method: 250°C for one hour before use

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

OR As recommended by manufacturer

: Fusion faces and adjacent surfaces are cleaned

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

quality.
7.1). Joint design details

(Sketch showing arrangements
parts, Weld groove details,

|4

600 mm

weld passes & their sequence,
etc.)

2558 mm

v
{ (f\ -

q&é\%

AN

171
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation
8). Welding Current

9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

: AsperIS:4353-1995 & WBC-2001.
: Type: DC, Polarity: Reverse

: AsperIS: 7310 (Part-1) & 817

Weld | Electrode/Wire | Current Arc Wire Welding | Electrode | Gas flow |
pass dia. (inmm) | (in Amp.) | voltage feed speed (in | stick out | (1/min.)
No. . (involt) | speed (in | m/min.) | (in mm)
. m/min.)
1 =| 4.00 550-600 | 28-32 1.0-1.4 | 0.30-0.40 20 NA. |
2 " 4.00 550-600 | 28-32 | 1.0-1.4 | 0.30-0.40 20 N.A.

10.2) Welding sequence & techniques

ends.
l |
A4
4 2
1 3
| A |

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

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

16). Peening
17). Post weld treatment

18). Rectification of weld defect

(If Any)

19). Inspection of weld

20). Any other relevant detail

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

: 'Yes
. N.A.
: N.A.

100°C -

: N.A.
: N.A.

150°C

. By grinding of the defective weld & rectifying the
weld as per C1.32.2 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
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WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator : Punia Construction Company;
Mangali Kutiya, 8 KM Stone on Tosham Road,
VPO Ladwa, Hisar (Haryana)

Welding Procedure Specification No.  : PCC/30.50/03

1). Drawing Series No. RDSO/B-11754/R2.

Bearing Stiffeners (Shipping Mark: BS1 & BS2) (40

mm thick M.S. Plate) on [-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)

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

3). Base Metal - Plates IS: 2062-2011, E-250 Gr. B0,

4). Welding Process . GMAW

5). Welding Position

6). Welding Consumable

6.1). Electrode Wire

: Horizontal

For solid MIG/MAG Welding wire, Ciass | of
IRS: M-46/20, Grade: - S3X503,

As per IS/AWS: 6419-1996 (R2016) wgp
Type: Copper coated mild steel wire T
Drying Method: N.A. ~ .
6.2). Flux: NA. | 2
6.3). Shielding Gas . CO2

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

made free from cracks, notches, mill scale,
grease, paint, rust, etc. which may affect weld
quality.
7:1). Joint design details :
(Sketch showing arrangements

| 600 mm
parts, Weld groove details, * " l

weld passes & their sequence,

etc.) | TITTTITN BT | . 28 mm
-~ E:-__ N\ T
S
40 mm thick Bearing Stiffener__ . f i ;
ZRS \ ‘ 12 mm
g / M2 mm
O sl ovidioss l l
ON4, ™ /4047
S\ | | 30 mm
::'I L N 5.4 l T T 40 mm
~ S 700 mm
Z 4 L N 4
\2 ) % - il

N J FeC PR 75omMm & . \e
5 " I S0 N\, 2 o \G



WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation
8). Welding Current

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

: Asper IS: 4353-1995 & WBC-2001
. Type: DC, Polarity: Reverse

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

Weld | Electrode/Wire | Current Arc Wire feed ] Travel Electrode | Gas flow |
_pass dia. inmm) | (in Amp.) | voltage | speed (in | speed (in | stick out | (1/min.)
No. (involt) | m/min.) | m/min.) | (in mm)
1 1.2 250-300 27-30 5.0-5.5 | 0.20-0.25 10 15-22
2 1.2 250-300 27-30 50-5.5 | 020-025| 10 15-22
3 1.2 250-300 27-30 5.0-5.5 | 0.20-0.25 10 15-22
10.2) Welding sequence & techniques : N.A.
11). Provision of run on/run off tabs . N.A.
12). Cleaning of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld rs NGAL _
14). Pre-heating & interpass temperature : 100°C-150°C
15). Peening - . N.A.
16). Post weld treatment N.A.

18). Rectification of weld defect
(If Any)

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

: By grinding of the defective weld &

rectifying the

weld as per C1.32.2 of [S: 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 Cénstruction. Company
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WELDING PROCEDURE SPECIFICATION SHEET

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

VPO Ladwa, Hisar (Haryana)

Welding Procedure Specification No.  : PCC/30.50/04

1). Drawing Series No. : RDSO/B-11754/R2.
Vertical Stiffeners with & without X-Frame {Shipping

Mark: IS1 & 1S2} (16mm thick M.S. Plate) on I-Section
{Shipping Mark: ZA, ZB & ZC} with Web Plate
(20 mm thick M.S. Plate).

2). Weld Joint Description : Fillet (8 mm)
3). Base Metal . Plates IS: 2062-2011, E-250 Gr. B0,
4). Welding Process . GMAW
5). Welding Position . Horizontal
6). Welding Consumable : ; \
6.1). Electrode Wire . For solid MIG/MAG Welding wire, Class 1 of "\, /Qb
IRS: M-46/20, Grade: - S3X503, \4}0\?"” ;

As per IS/AWS: 6419-1996 (R2016)
Type: Copper coated mild steel wire
Drying Method: N.A.

6.2). Flux : N.A.
6.3). Shielding Gas : €02
7).Base Metal Preparation : Fusion faces and adjacent surfaces are cleaned

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

quality.
7.1). Joint design details :
(Sketch showing arrangements | 600 mm |
parts, Weld groove details, N "l l
weld passes & their sequence, | I 28 mm
etc.) , N T :
16 mm thick Int. Stiffener ; ¢ ; %
z § [\ 8 mm
é § '/ 8§ mm
2 ;if 40 mm
Z l
AN AN Ll ] l
. A It s
o) le 700 mm | T
=t/ ¥ %'&4
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WELDING PROCEDURE SPECIFICATION SHEET

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

10). Welding parameters & techniques
10.1) Welding parameters

Weld | Electrode/Wire | Current Arc Wire Travel | Electrode | Gas flow
pass dia. (in mm) (in voltage feed speed (in | stick out | (1/min.)
Amp.) | (involt) | speed (in | m/min.) | (in mm) :
m/min.)
1 ‘ 1.2 250-300 27-30 5.0-5.5 %222_ 10 15-22
1 :
10.2) Welding sequence & techniques  MLA.
11). Provision of run on/run off tabs ' : N.A.
12). Cleaning of weld bead before laying of next weld bead ‘ : Yes
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature : 100°C-150°C
15). Peening : N.A.
16). Post weld treatment : N.A.
18). Rectification of weld defect : By grinding of the defective weld & rectifying the
(If Any) weld as per C1.32.2 of [S: 9595-96, using A3 class

of electrodes of specification IRS M-28/20 after
conducting D.P. Test. ' ‘
18). Inspection of weld : Visual, D.P. Test.
19). Any other relevant detail : None

Pranarad by Painisa anctriirtemem e v o s s




WELDING PROCEDURE SPECIFICATION SHEET

Name & Address of fabricator Punia Construction Company,

Mangali Kutiya, 8 KM Stone on Tosham Road,
VPO Ladwa, Hisar (Haryana) '

Welding Procedure Specification No.  : PCC/30.50/05

1). Drawing Series No. RDSO/B-11754/2R2.

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

with Top flange (16mm thick M.S. Plate) & Bottom

' flange (16mm thick M.S. Plate)

2). Weld Joint Description . Fillet (6 mm)

3). Base Metal : Plates IS: 2062-2011, E-250 Gr. BO,

4). Welding Process : SAAW.

5). Welding Position

6). Welding Consumable
6.1). Electrode Wire

Flat inclined at 45°

r

: Class: WI of IRS M-39/20,
Type: Copper coated mild steel wire
' Drying Method: N.A.
6.2). Flux : Class: F1 of IRS M-39/20,
Type: Agglomerated : .
Drying Method: 250°C for one hour before use

‘ OR As recommended by manufacturer
. 6.3). Shielding Gas : N.A.
7).Base Metal Preparation : Fusion faces and adjacent surfaces are cleaned — o
made free from cracks, notches, mill scale, ' N
. . INC
: grease, paint, rust, etc. which may affect weld o fom
quality. A

7.1). Joint design details : _ g , -
(Sketch showing arrangements ; peemi a8 BT
parts, Weld groove details,
weld passes & their sequence,

. o ete) r

2250 mm




WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation

8). Welding Current

9). Welder qualification

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

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

i Weld | EIéctrode/Wire Current Arc Wire feed | Travel | Electrode | Gas flow |
pass dia. (inmm) | (in Amp.) | voltage | speed (in | speed (in | stickout | (I/min.) |
i . (involt) | m/min.) | m/min.) | (in mm) '

! R 4.0 550-600 28-32 1.0-1.2 _055 60 20

N.A.

- SO N - T—

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

ends.
L ]
A 14
4 2
r\\, -
N |
(v
1 3
[ - ]
11). Provision of run on/run off tabs : Yes
12). Cleaning of weld bead before laying of next weld bead : N.A.
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & Interpass temperature : 100°C - 150°C
16). Peening 1 N.A.
17). Post weld treatment N.A.
18). Rectification of weld defect s

By grinding of the defective weld & rectlfymg the
weld as per C1.32.2 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

(If Any)

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




WELDING PROCEDURE SPECIFICATION SHEET

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

Welding Procedure Specification No.  : PCC/30.50/06

1). Drawing Series No. . RDSO/B-11754/2R2. -

G!Jsset plates {Shipping Mark: GUSI, GUS2 & GUS3}
with Horizontal Angles {Shipping Mark: ANG5} &

Diagonal Angles {Shipping Mark: ANG6
2). Weld Joint Description : Fillet (16 mm) PPIE }
3). Base Metal . Plates 1S: 2062-2011, E-250 Gr. B0,

4). Welding Process ' : GMAW

5). Welding Position.

: Horizontal
6). Welding Consumable :
6.1). Electrode Wire . For solid MIG/MAG Welding wire, Class 1 of
' IRS: M-46/20, Grade: - S3X503,
As per IS/AWS: 6419-1996 (R2016)
Type: Copper coated mild steel wire o
Drying Method: N.A. Vg
6.2). Flux : N.A.
6.3). Shielding Gas A »
7).Base Metal Preparation - Fusion faces and adjacent surfaces are cleaned

made free from cracks, notches, miH seale;
grease, paint, rust, etc. which may affect weld
quality.
7.1). Joint design details :
(Sketch showing arrangements
" parts, Weld groove details,

weld passes & their sequence, ANGS5-L200X200X25
etc.) /

eeessf o N freersee
ri

_/ \
XT— ANG5-L200X200X

257U\
,/OE\E il 7 o\



WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation
R). Welding Current

9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

: AsperlS:4353-1995 & WBC-2001
: Type: DC, Polarity: Reverse

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

" Weld " Electrode/Wire | Current ‘Arc | Wire Welding | Electrode | Gas flow |
pass dia. (inmm) | (in Amp.) = voltage feed speed (in | stick out | (1/min.)
(in volt) rate(in m/min.) | (in mm) :
m/min.) B
1 l\ 1.2 250-300 27-30 5.0-5.5 | 0.20-0.25 10 15-22
2 l 1.2 250-300 27-30 5.0-5.5 | 0.20-0.25 10 15-22
| 3 \ 1.2 250-300 27-30 | 5.0-5.5 |020-0.25 | 10 15-22
10.2) Welding sequence & techniques : .N.A.
11). Provision. of run on/run off tabs : N.A.
12). Cleaning of weld bead before laying of next weld bead n Yes
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature :.100°C-150°C
15). Peening - : N.A.

16). Post weld treatment

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 C1.32.2 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

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

PCC/30.50/07

: RDSO/B-11754/2R2.

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

As per IS/AWS: 6419-1996 (R2016)

Type: Copper coated mild steel wire

Drying Method: N.A.

: N.A.

2 CO2 ,
. Fusion faces and adjacent surfaces are cleaned

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

quality. \ =
- 7.1). Joint design details : i Gals
(Sketch showing arrangements
parts, Weld groove details, 200 mm J
weld passes & their sequence, B g
etc.) AL AFO N\ we P
12 mm thick Jacking Stiffener ; .
6 mm

V6mm

AU S ANV T A
ATITTTTTITITTTITITITTTTTTTITRTTTTTT

i — :—n_\\
7 o0 1—r-L.*',Ffr'/5 AN
/ (ﬁ// T\

200mm | |2 Autn. \Q
| [a |

UNig

— ol
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WELDING PROCEDURE SPECIFICATION SHEET

- 7). Joint Preparation
). Welding Current

9). Welder qualification

10). Welding parameters & techniques

10.1) Welding parameters

As per IS: 4353-1995 & WBC-2001
. Type: DC, Polarity: Reverse

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

Weld EIgctro_de/Wire | Current Arc Wire Travel | Electrode | Gas flow |
pass dia. (in mm) (in voltage feed speed (in | stick out | (1/min.)
Amp.) (in volt) | speed (in | m/min.) | (in mm)
| ' m/min.) |
! 12 250-300 | 27-30 | 5.0-5.5 I o 10 1522

10.2) Welding sequence & techniques : N.A.
[1). Provision of run on/run off tabs . N.A.
12). Cleaning of weld bead before laying of next weld bead . Xes
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature : 100°C-150°C
15). Peening : N.A.
16). Post weld treatment N.A.

18). Rectification of weld defect

(If Any)

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

By grinding of the defective weld & rectlfy:ng the
weld as per C1.32.2 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 ‘ -:Uu \

s R, (AN W W ﬂ‘;l\uffl'l(“ PR TR



WELDING PROCEDURE SPECIFICATION SHEET

xame & Address of fabricator

Wwelding Proc_:;:dure Specification No.

). 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/30.50/08

: RDSO/B-11754/2R2.

Pad Plate (20mm thick M.S. Plate) with End Diaphragm
Bottom flange Plate (16 mm thick M.S. Plate)

. Fillet (6 mm)

- Plates 1S: 2062-2011, E-250 Gr. B0,
- GMAW

- Horizontal

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

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

As per IS/AWS: 6419-1996 (R2016)
Type: Copper coated mild steel wire
Drying Method: N.A.

: NA.
. CO2
. Fusion faces and adjacent surfaces are cleaned

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

quality.
. .’,\..o“-b

,/ A » f:‘ =
S Al ) LI
| = Az 20mm thick O 2\
| S. e A
\ S\ | IS Pad Plate
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WELDING PROCEDURE SPECIFICATION SHEET

7.2). Joint Preparation . As per IS: 4353-1995 & WBC-2001
q). Welding Current . Type: DC, Polarity: Reverse
9). Welder qualification + As per IS: 7310 (Part-1) & 817

10). Welding parameters & techniques
10.1) Welding parameters

Ele'ctro_de/ Wire | Current Arc Wire | Travel Electrode | Gas flow
| pass dia. (in mm) (in voltage feed speed (in | stick out (1/min.)
' Amp.) (in volt) | speed (in m/min.) | (inmm)

' m/min.)
0.30- _
250-300 035 | 1_0_ _If)-_il_z_
10.2) Welding sequence & techniques . N.A.
11). Provision of run on/run off tabs + N.A.
12). Cleaning of weld bead before laying of next weld bead : Yes
13). Root preparation before welding other side of groove weld . N.A.
14). Pre-heating & interpass temperature . 100°C-150°C
15). Peening ' _ : N.A.
16). Post weld treatment : N.A.
18). Rectification of weld defect . By grinding of the defective weld & rectifying the
(If Any) weld as per C1.32.2 of IS: 9595-96, using A3 class
of electrodes of specification IRS M-28/20 after
conducting D.P. Test. : ‘
18). Inspection of weld . Visual, D.P. Test.
19). Any other relevant detail : None

Prepared by: Puni%nsﬁmnﬂéh-(‘.ompany.

Signature: 4:""0/;7 - -\%” \

gy



WELDING PROCEDURE SPECIFICATION SHEET

ame & 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

- Down Hand

. N.A. Drying Method: N.A.
: N.A.
: N.A.
- Fusion faces and adjacent surfaces are cleaned

Punia Construction Company,

Mangali Kutiya, 8 KM Stone on Tosham Road,
VPO 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 & 7C)

Resistance Welding

. Plates 1S:2062-2011, E-250 Gr. BO,

The Stud Shear Connector & Ceramic Ferrules
Confirm to type SD1/UF as per BS EN ISO 13918.

. Automatic Welding Machine

(Like Resistance Welding)

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

quality.

Stud Shear Connecto-r

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

etc.)

(M25X200)

- /;::.'_:::?Q ‘ e > |«
;/Z/ x\\mo,a,;q(\\ 4w
f“-.i:;//—\ N strucy>
( = 4 - \ \ o e o _DO(\J ~‘."G;,)'\
N\
\O

P
" AlL’-‘ILém/



- WELDING PROCEDURE SPECIFICATION SHEET

7:2). Joint Preparation

g). Welding Current As per 1S: 4353-1995 & WBC-200]

. Type: DC, Polarity: Reverse
9). Welder qualification

10). Welding parameters & techniques
10.1) Welding parameters

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

(For 25mm dia. Stud Shear Connector);

“Weld
Pass no.

Electrode/Wire
_dia. mm

Current Arc
(Amp) | voltage(volt)

Time | Lift | Protrusion | Shielding
(inms) | (nmm) | app. | g3 flow |

| (inmm) | rate
| - (Ltr/min)
BN S
1800 1600 U I R
. I N S S
10.2) Welding sequence & techniques - N.A.
11). Provision of run on/run off tabs . N.A.
12). Cleaning of weld bead before laying of next weld bead : N.A.
13). Root preparation before welding other side of groove weld : N.A.
14). Pre-heating & interpass temperature . N.A.
15). Peening . N.A.
16). Post weld treatment ¢ MN.A.
17). Rectification of weld defect . By grinding of the defective weld & rectifying the
(1f Any) weld as per C1.32.2 of 1S: 9595-96, using A3 class
of electrodes of specification IRS M-28/12,
Code as per IS: 8 14-2004), after conducting
D.P. Test.
18). Inspection of weld . Visual, Ring Test and Bend Test.
19). Any other relevant detail - None '

Prepared by: Punia _,G‘cﬁ:rstr'uctid:rt\'_‘ompany.

Signature: {--‘é? Auth. ¢



WELD
ING PROCEDURE SPECIFICATION SHEET

Mangali Kutiya, § KM S
) tone on Tosham R
VPO Ladwa, Hisar (Haryana)' ' =

welding Procedure Specification No.

. PCC/30.50/10
1). RDSO Drawing No. . Adl
: . o : relevant drawings on the ab
2 above
5; g:sl: [:;;P;Desc“pt'on i ?)Tm Tack welds on all Fillet & Butt joints.
' . . Plates IS: 2062- - '
1). Welding Process . M_l\;SA " 062-2011, E-250 Gr. B0,

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

. Horizontal-Vertical

: Class: A3 of IRS M.28/20,
Code as per IS: 814-2004
Type: Medium coated

Drying Method: As recommended by the electrode

_ manufacturer
6.2). Flux . N.A.
6.3). Shielding Gas : N.A.

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

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

_ quality.
7.1). Joint design details :
(Sketch showing arrangements
parts, Weld groove details,
weld passes & their sequence,
etc.)
7.2). Joint Preparation . As per IS: 4353-1995 & WBC-2001 |
8). Welding Current . Type: DC, Polarity: Reverse
N 9). Welder qualification . As per IS: 7310 (Part-1) & 817
10). Welding parameters & techniques
10.1) Welding parameters
| Weld “Electrode/Wire Cuira_r_/\?c__—"i_w_i_re Travel | El?ctrode | Gas f!ow 1
| -pass dia. (in mm) (in voltage feed speed (in spck out ‘ (1/min.)
l'! Amp.) (in volt) | speed (in | m/min.) | (in mm) ‘
‘| m/min.) B ' - _.i
T — 24 | NA. |NA NA. LN.A. |
I I I B
10.2) Welding sequence & technlq&% © N.A.

11). Provision of run on/run ARSTIN, N\ ; KA
12). Cleaning of weld bea / \@%ﬁﬂﬂ%{t{)}ﬂext wel@?ﬁaﬁ: . : N‘A'*‘Qu‘?""“"' Ucy j/ 1
| = \Z\ e 1N} /< 22

m



WELDING PROCEDURE SPECIFICATION SHEET

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

|1). Pre-heating & interpass temperature

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

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

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

. By grinding of the defective weld & rectifying the

weld as per C1.32.2 of 1S:9595-96, using A3 class

- of electrodes of specification IRS M-28/20,

Code as per 1S:814-2004), after conducting
D.P.Test.

- Visual, D.P.Test.

None

Prepared by: Punia Construction Company.
Signature: —

Designation: OO(\S_tLLiC;;B\\
Date: p / &\



